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June in Januar ye 


Your January production is probably aimed at 
dealer sales in spring and early summer, like 
that of the Toro Manufacturing Corporation 
of Minneapolis, Minnesota. 

Faster production now, with a bonus for 
the Sales Department to boot, is Toro’s rea- 
son for using Interchem’s quick drying Roxa- 
prene as the dual purpose, protective and dec- 
orative coating on lawn mowers. 

Drying to the touch in practically lacquer 
time. this speed synthetic permits light as- 
sembly operations in an hour or so. Curing 

les set new speed records where only steam 
oven heat is available. Faster curing at con- 


ventional heat not only spurs production but 
also conserves fuel. 

Because it dips as well as sprays, Roxaprene 
expedites the finishing of small parts which 
are uneconomical to spray, and, unlike many 
synthetics, Roxaprene is stable in dip tanks— 
no seeding, no skinning. 

Reinforced with chlorinated rubber, Roxa- 
prene withstands moisture and chemical fer- 
tilizers, and its weather resistance has been 
proved over the years by its use on thousands 
of nationally known motor trucks. 

Write Interchemical Corporation, Finishes 
Division, 57 State St., Newark 1, New Jersey. 
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2 AIR SUPPLY SYSTEM 


Warm, dust-free air in the spray 
room or booth is essential for 
fine finishes and health. Binks 
custom-built air supply systems 
provide the right volume of 
warm filtered air for maximum 
efficiency. 


Binks compressors are made in 
many capacities to provide am- 
ple air for the operation of one 
or many spray guns. Binks oil 
and water extractors clean the 
air before it reaches the gun. 


6 MATERIAL HANDLING 


Binks material handling systems 
cover every step from siphon 
cups that hold a pint to elabo- 
rate paint circulating systems 
that pipe thousands of gallons 
of finish past every spray booth 
in the plant. 


3118-40 CARROLL AVE. - CHICAGO 12 


New York * Detroit * Los Angeles * Atlanta * Cleveland * Milwaukee ° Phil 
Pittsburgh ° St. Lovis * San Francisco ° Seattle * Windsor, Ontario, Co 
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Specifications --Luality Defined... 

Proper understanding between the manufacturer of metal products and the 
electroplater on the meaning of plating specifications can help to raise the 
tired standard of quality for all electroplated finishes. Modern electroplat- 
ing specifications are intended to be a guide in defining exactly the kind of 
plate needed and that the plating fits the requirements. 

In most cases, electroplated coatings are applied because they have differ- 
ent properties than the base metal, especially, greater resistance to tarnish; or 
because they protect the base metal against corrosion. Even when appearance 


fis a primary consideration, protection against corrosion is also significant. 
Many years have been required to demonstrate that service conditions are the 
primary factors in the corrosion resistance of the commercial forms of iron and 


steel. In addition to defining the requirements of the corrosion job that the 
coating must do, it is just as important that the specifications be fitted, so far 
as possible, to the needs of the ultimate user, the designer, the purchasing 
agent, the plater, and the inspector. 

The first step in drawing up specifications is to determine what is required 


fot the coating; that is, what specific properties must be maintained. For 


example, coatings for corrosion resistance will only need certain protective 
qualities. Coatings for decorative purposes will have definite appearance re- 
quirements, as well as corrosion resistance requirements. Certain problems of 
this type can oftentimes be met best by specifying the metal to be used or 
nature of the deposit, since metals and sequence of coatings will, under most 
conditions, retain inherent properties. The procedure to be used in plating the 
parts is often found to be a helpful addition to the specifications, since this re- 
striction will make for uniformity in the quality of the metal deposit produced. 
Iso, the method for treatment of parts prior to plating may be an essential 
bart of the specification, since the final result is often related to the condition 
ot the metal surface prior to the deposit of the first coat. ; 

The manufacturer of metal products in preparing plating specifications 
should keep in mind that a satisfactory plating specification is one which, if 
strictly followed in the plating department, will provide a product of uniformly 
acceptable performance and will not require any unnecessary tests for quality. 


ILL| This type of coating specification is quality defined at the lowest cost. 
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Fig. 1—All of these parts for Buick chussis are either plated (mostly with zinc) 


or are given (parts dark in color) a Parker Lubrite treatment. 





Suich Plating Setup 


Bright zinc is applied to chassis parts both in automatic barrel and 
racked part lines. Cadmium plating and phosphating 
are done efficiently. 


. By HERBERT CHASE 


CORES of small chassis parts, 
as shown in Fig. 1, including 


bolts, nut, clevices, stampings, 


and forgings, employed 
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Buick cars are rendered rust resistant 
by plating and phosphating treat- 
ments in a newly equipped depart- 
ment of the Flint plant in which cars 


of this make are produced. Much hai 
been done in this layout to effect econ 
omy in handling and labor, as well 
to ensure the thickness and the quali 
of the coating required under exactifl 


specifications. 


All parts adapted to barrel pla n 
(except for a small number on whit 


January, 1$ 
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cadmium is speci- 


y 
, “through a Stevens 

» barrel plating ma- 

"chine in which 
| Udylite bright 

' zinc plating is 
done. Prior to this plating, how- 
S ever, parts that have any scale are 
processed through a pickle line in a 
barrel handled by an electric hoist, as 
shown in Fig. 2. In this line, the parts 
are first given a 20-min. soak in an 
alkaline solution containing 8 to 12 oz. 
per gal. of Orthosil at 180 deg. F., fol- 
lowed by a cold rinse and then by a 
12 to 20-min. soak in a 10 per cent sol- 
ution of sulphuric acid at 180 deg. F. 
Next comes a cold rinse and then a 
10-min. soak in 4 oz. per gal. Orthosil 
solution to prevent rusting of the 
parts before plating. Electric timers, 
operating bells, and light signals con- 
trol the shifts on this line. 

The barrel plating machine, as 
shown in Figs. 3 and 4, utilizes inclin- 
ed perforated drums that turn with 


the supporting shaft only when tilted 
downward into the successive tanks. 
In the downward position, a worm 
wheel on each shaft engages one of 
two driving worm shafts that run the 
length of the machine. When shifts 
from tank to tank occur, the barrels 
are tiltedupward and theworm wheels 
disengage so that barrel rotation 
stops. The barrels are conical in shape 
and are made from perforated steel 
coated with ’ynthetic rubber. 

Timing in the barrel plating ma- 
chine in which 16 barrels are employ- 
ed is such that barrel shifts occur each 
114 min. or multiples thereof, the long- 
est dwell in any tank being 24 min- 
utes. In other words, one barrel goes 
into and one out of each tank each 14% 
min. but in several tanks two or more 

barrels are sub- 
merged simultan- 
eously. The se- 
quence through 
this machine is as 
follows: 


Fig. 3 — Parts to be 
barrel plated are 
loaded from bins at 
left and, after plating, 
are discharged down 
the chute at right in- 
to tote boxes on a 
roller conveyor. 





Fig. 4—General view of 
the automatic barrel plat- 


ing machine. Barrel in 
foreground is lowered for 
filling. After passing 
through the machine, 
barrels dump into the 
chute at right. 








1. Clean electroly- 
tically 3 min. in 6 oz. 
per gal. of Orthosil 
at 180 deg. F., with 
solution circulated. 

2. Cold dip rinse 
1% min. 

3. Etch 4% min. in 
10 per cent sul- 
phuric acid at 160 deg F . 

4. and 5. Cold dip rinse (twice) in 
water that is circulated. 

6. Bright zinc plate at about 50 amp. 
per sq. ft. in Udylite zinc salt solution 
containing a brightener. The solution 
is maintained at room temperature 
and continuously circulated and filter- 
ed, as later explained. 

7. Cold rinse in two tanks 114 min. 
each. 

8. Hot rinse 11% min. 

9. Dry in tunnel heated to 140 ‘deg. 
F.. by steam-fed fan heaters. 

10. Discharge with barrel elevated so 


em 


that parts fall down a chute into 4a 
pan onto a weighing section of roller 
conveyor. 

Each barrel holds 18 to30 Ib. of parts, 
depending upon their bulk and shape, 
Parts which are not well adapted 
to barrel plating are handled on racks 
through the Stevens machine shown 
in Fig.5, designed, of course, for hand- 
ling racks which are loaded and un- 
loaded by hand. The parts which re- 
quire racking are larger and of more 
complex shape than those which are 
barrel plated, some being assembled 
from stampings that are welded to- 
gether. The se 
quence through 
this machine is as 
follows; 

1. Clean cathod- 
ically in an alka- 
line solution con- 
taining 6 oz. per 
gal. of Orthosil 
heated to 180 
deg. F. 41% min 








ae 


Fig. 5—Station where 
racks are loaded 
unloaded at the end 
of Stevens machine 
in which the mis 
are zinc plated 
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THIS A-F Metal Products Clean- 
ing Machine does much more than 
wash bathroom cabinets. It also 
washes, rinses, and dries metal 
waste baskets, “kitchen kops,” 
hatching trays, and many other 
metal products of all sizes and 
shapes. Hot rolled, cold rolled 
steel, and galvanized iron are 
handled with speed, economy and 
efficiency. Oil film and foreign 
matter are completely removed. 


hroom Cabinets 


ANING EQUIPMENT 


MULTIPLE CLEANING PROBLEM 
.Why be satisfied with less? 


Alvey-Ferguson specialize in the 
engineering and manufacture of 
equipment to clean the hard-to- 
clean metal products. If a “stand- 
ard” A-F Machine will not solve 
your problem we will design and 
build the machine that will. Ex- 
haustive engineering research, pre- 
cision manufacturing and 47 years 
of successfully accomplishing 
tough jobs for industry are at your 
service. Write for literature or a 
discussion today! 


THE ALVEY-FERGUSON COMPANY 


623 Disney Street 


Established 1901 


Cincinnati 9, Ohio 


Offices in Principal Cities Coast-to-Coast 


January, 1948 
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Fig. 6 — View of the 
reserve plating line 
showing a 


Hanson- 

Van Winkle-Munning ’ 
zinc barrel plating * 
tank at left and Udy- 

lite utility cadmium 

-plating unit at right 





at 9-volt potential. 

2. Cold rinse dip 
and spray14 min. 

3. Etch 1144 min. 
in 15 per cent (by 
wt.—50 per cent/vol.) muriatic acid 
dip with spray on top. 

4. Cold dip rinse. 

5. Cold dip and spray rinse. 

6. Plate 9 min.in standard bright 
zinc Udylite solution at room temper- 
ature. Current density averages about 
49 amp. per sq. ft. and the coating ap- 
plied is about 0.0002 in. thick The so- 
lution is continuously circulated and 
filtered and is returned through a per- 








forated pipe located in the bottom of 
the tank. 

7. Cold rinse 1144 min. 

8. Brighten by dip in solution con- 
taining 0.25 per cent/vol. nitric acid. 

9. Cold rinse 14% min. 

10. Hot rinse 1144 min. 

11. Unrack. 
The overflow plating solution from the 
tanks in automatic plating lines is pi- 
ped into several reservoir tanks from © 


Fig. 7—Another section of the reserve plating line with tank for zinc plating of racked parts at © 
right and cleaning and rinsing tanks at left 
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ARE TOUGH, ADHESIVE . . . AND 
VERSATILE 











Will withstand forming operations 


Can be sprayed, dipped or baked 


We will gladly submit technical information, or specifica- 
tions for a Randolph Flexible Lacquer that will serve your 
particular requirements, on request. Use convenient 


coupon below for prompt reply. 


WCLELY hn 


fo} UT on 8 cOnPANN 
Carlstadt, New Jerseyo* 


DOPES 


| Randolph Products Company 
Carlstadt, N. J. 


Gentlemen: We are interested in having you submit ( ) samples, (  ) technical specifications, 


(_) information for: 


( ) Please have your representative call. 
Firm name 

















which Duriron pumps force the solu- 
tion through Sparkler filters. From 
the filters, the solution is cooled in 
heat exchangers before being pumped 
back into the tanks. Make-up solu- 
tion is prepared in two separate tanks 
which are equipped with propeller type 
mixing units and is then pumped into 
the work tank as needed. 

Besides the two automatic lines, 
there is a reserve line, as shown in 
Figs. 6 and 7, arranged for handling 
both barrels and 
racks and inten- 
ded for use only 
when one of the 
automatic lines is 
down temporarily 
or when batches of 
work have to be 
cadmium plated. 
This line has 
a trolley hoist 


Fig. 8—Ransohoff ma- 

chine for continuous 

tinsing and drying of 

parts that are dumped 

from plating barrel .at 

tight and emerge dry 
at left 


“ep A 
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Fig. 9—Tank and equipment 
for cleaning parts in molten 
Kolene at 900 deg. F. ang 
quenching. Operator at right 
looks through window to 
control hoist and also oper. 
ates switches for changin 
polarity in the cleaning bath, 


for barrels and includes 
tanks for anodic alka- 
line cleaning, hot and 
cold rinsing, pickling in 
commercial muriatic 
acid (for parts that have 
a heavy scale), and plat- 
ing both in bright zinc 
and in cadmium. The 
latter is employed for 
only a few barrel plat- 
ed parts, such as screws, where a fair- 
ly close color match with chromium 
is required. ° 

Parts that are barrel plated in the 
reserve line are dumped into a Ran- 
sohoff machine, as shown in Fig. 8, 
which includes a rotating cylinder 
having inside it helical ribs, which ad- 
vance the parts through a_ water 
rinse and a screen where drying in hot 
air is done before the parts are dis- 
charged. Except for this machine, the 
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N MOST automobiles manufactured 

today, Bonderizing guards the 
smooth beauty of the paint on body, 
fenders, and sheet metal parts. Makers of 
quality metal products of all kinds — 
large and small—use Bonderizing to as- 
sure longer lasting finish. 


Bonderizing is the standard method for 
the protection and preservation of fine 
paint finishes on metal. Bonderizing con- 
verts the surface of the metal to a crystal- 
line phosphate coating integral with the 
metal itself. It is nonmetallic and resists 





BONDERIZING Holds Paint to Metal . 
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y PAINT TO PRESERVE 
APPEARANCE 


corrosion. It is an excellent base for paint, 
anchoring the finish securely, and retard- 
ing the spread of rust around accidental 
nicks and scratches. Bonderizing is easily 
applied, simple to operate and control. 
It’s fast, dependable, and economical. 


There’s another plus in Bonderizing—a 
strong sales feature. Bonderizing is known 
by name to the ultimate buyers of your 
product. 


Write for full information about Bonder- 
izing and what it can do for your product. 


Bonderite, Parco, Parco Lubrite—Reg. U.S. Pat. Off. 


~ PARKER RUST PROOF COMPANY 
sa 2172 East Milwaukee Ave. 
mp, Detroit 1, Michigan 


. . PARKERIZING Inhibits Rust... PARCO LUBRIZING Retards Wear on Friction Surfaces 
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Fig. 10—Equipment for applying the Parker Lubrite treatment after cleaning racks 
of parts in tanks at right 


reserve line is similiar to those often 
used for barrel or hand rack work. 
Zinc plating tanks are provided for 
both racks and barrels. 

Although the entire plating setup is 
new, it includes recently added equip- 
ment, as shown in Fig. 9, for applying 
the Kolene cleaning treatment to 
parts that are heavily scaled or that 
have welds which require a very thor- 
ough cleaning to ensure good plating. 
Kolene is a salt which is heated until 
molten at 900 deg. F. Parts immersed 
in this salt bath are made anodic and 
cathodic alternately by an operator 
who stands outside a steel enclosure 
surrounding the tank holding the salt 
and one containing a water quench. 

The operator views the work through 
a heat-resistant window and shifts 
switches as needed to change polarity. 
He also operates controls for a hoist 
which lifts the work into and out of 
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the salt’ and quench tanks without 
opening doors until quenching is com- 
pleted. This method of cleaning is de- 
signed to remove not only scale but 
any carbon on surfaces and is said to 
be so effective that even cast iron so 
treated is readily plated, as even pores 
are cleaned. 

Parts such as torque tube balls and 
fan pulleys that are subject to mechan- 
ical wiping or abrasion in service are 
given the Parker Lubrite treatment 
during which an oil absorbent phos- 
phate film is applied. This work is 
done in a separate room with tanks 
along two sides and one end served by 
two light cranes equipped with elec- 
tric trolley hoists, as shown in Fig. 10. 
Parts are handled in racks resembling 
oblong baskets in general shape but so 
made that each part is on a separate 
support or pin. 

In the first operation on this line, 
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PIONEER OF A BETTER WAY IN PLATING... 


TESTED SOLUTIONS ¢ TAILORED EQUIPMENT 
AUTOMATIC CONTROL IN METAL FINISHING 


January, 1948 


IS BACK. 


AND UDYLITE 
HAS IT? 


For the first time in several years, cadmium 
is available in sufficient volume to re- 
assume its place of importance in electro- 
plating. 


The surest, most efficient way to put cad- 
mium back to work in your shop is to 
consult Udylite ... originators and leaders 
in the field of cadmium plating equip- 
ment, supplies and techniques. 


Udylite now has cadmium available in 
ball anodes or in any other form best 
suited to your requirements. A Udylite 
Technical Man will gladly consult with 
you about any phase of cadmium plating 
...or any other problem in electro-plating. 
Write, wire or telephone The Udylite 
Corporation, Detroit 11, Michigan. 


Offices in Principal Cities 
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lene. This is followed by a 20-minute 
soak in an alkaline cleaner containing 
4 oz. per gal. of Orthosil. After a cold 
rinse, a one-min. etch in 15 per cent 
muriatic acid, another cold rinse, and 
then a hot rinse, the racks of parts are 
given a 30 to 45-min. soak in the Lub- 
rite phosphating solution. This is done 
in two tanks used alternately. The so- 
lution is heated to 210 deg. F. Two hot 
rinses follow. The parts are then given 
a quick dip in a soluble oil containing 
Aquadag, a deflocculated graphite, and 
heated to 140 deg. F. The porous Lu- 
brite film absorbs the oil and defloccu- 
lated graphite and is quite resistant 
to abrasion besides inhibiting rust. 
The plating setups are served by 
three generators. One of 6,000-amp. 
capacity feeds the barrel machine and 
the two others of 7,500-amp. capaci- 
ty each serve the rack machine and 
cleaning line and the reserve line. A 
switch board is arranged so that any 





parts are degreased in trichlorethy-. 


of the generators can be connected to 
lines other than those they normaily 
feed if any of the generators go tem- 
porarily out of service. 

It will thus be seen that excellent 
facilities for the work required are 
provided and that a large volume of 
parts can be processed with a mini- 
mum of labor. The latter is chiefly 
that of loading the barrels, loading and 
unloading racks, and shifting by trol- 
ley hoist those barrels not on the bar- 
rel machine. 





Unichrome Coating 218, an elastic bak- 
ing synthetic, the thickness of which can 
be varied by the application method, is 
described in a four-page bulletin issued 
by United Chromium, Inc., 51 E. 42nd 
St., New York 17, N. Y. Although dealing 
mostly with the application of the coating 
to electroplating racks, the information 
contained in the bulletin indicates advan- 
tages of the material for any use on any 
parts or equipment requiring extra-tough 
coatings. Copy free upon request. 


DEGREASING ¢ WASHING e RINSING | 
PICKLING and DRYING of METAL PARTS * 


For 


Standard and Special 
Types of equipment from 
the smallest to the larg- 
est sizes for a wide 
variety of metal degreas- 
ing, washing, cleaning, 


rinsing, pickling, drying 
and allied operations. 
Send for illustrated bulletin 
OPTIMUS EQUIPMENT CO. 
ENGINEERS AND MANUFACTURERS 
15 WATER STREET, MATAWAN, N. J. 


OPTIMUS E 
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For the product you’re making from 
Alcoa Aluminum, you may select an 
electroplated finish. Or the patented 
Alumilite finish that never chips, 
peels, nor blisters. Or you may want 
a mechanical finish. Or paint. Pick 
out the one that suits you and the 
product best. Aluminum will take 
any finish that other metals will take 
... plus the Alumilite*, the Alrok*, 
and the Alzak* reflector finishes that 
the other metals won’t take. 

*Produced by patented processes. 





ALCOA a.uminum © 


| § ¥:2 ae 
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pick the finish you want... 
ALUMINUM TAKES THEM ALL 


CO WM MER CIASA 






To electroplate on aluminum re- 
quires no more equipment and skill 
than plating on other metals. 

The Alcoa specialists will answer 
your questions, advise you on suit- 
able finishes, help you solve finishing 
problems. You may have a copy of 
the book, “Finishes for Aluminum” 
by writing to ALUMINUM COMPANY 
or America, 621 Gulf Building, 
Pittsburgh 19, Pennsylvania. Sales 
offices in leading cities. 

ie, 





FORM 


PRODUCTS FINISHING 27 














Hou te Clocse the Covied 


“/y fee of Porcelain Enamel 


for Specific 


A Paper Presented at the Ninth Annual Porcelain Enamel 
Institute Forum, Ohio State University, Columbus, 
Ohio, September 10-12, 1947 


By J. E. HANSEN 


Ferro Enamel Corporation 


INCE there are literally hun- 
dreds of porcelain enamel for- 
mulations used commercially 
and since small variations in 
composition often markedly change 
the properties of the frit, it should be 
easily understood that no one enamel 
can ideally be suited to all conditions 
or for all domestic or industrial pur- 
poses. Just as an automotive engineer 
specifies low carbon steel for one part 
of an automobile, alloy steel for an- 
other part, and aluminum or bronze for 
still other parts, in order to provide 
the longest life and greatest efficiency 
under the service conditions to be met, 
so also should the porcelain enamel en- 
gineer choose and specify a type of vit- 
reous coating to afford long life, great- 
est efficiency and lasting appearance to 
the base metal on which it is applied. 
Porcelain enamel was initially chos- 
en as a “finish” by manufacturers of 
plumbing fixtures, kitchen utensils, 
and home appliances primarily because 
of its ability to protect metal from 
rusting, but also because it produced 
an attractive surface which was easily 
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cleaned. Those of us with gray hair 
or little hair remember the kitchen 
range of black and sometimes rusting 
iron, decorated with nickel plating, 
Within our own span of years in the 
industry we have seen this home appli- 
ance improved in appearance, starting 
with two or three enameled panels 
until now the majority are fully finish- 
ed in porcelain, both inside and out- 
side. We have seen the washing ma- 
chine pass from all wood or wood and 
galvanized iron construction through 
copper and aluminum to porcelain-on- 
steel; we have seen similar develop- 
ment with refrigerators and other 
household appliances. 

With this wider use of porcelain ena- 
mel, finishes which provide good ap- 
pearance only are no longer sufficient; 
many service conditions require resis- 
tance to acids, and others to mild or 
even strong alkalies; some require re- 
sistance to boiling water and others 
to the action of freezing water. All of 
this gives emphasis to the statement 
that choice of the correct type of por- 
celain enamel should be governed by 


, January, 1948 








Jani 


are the result of fine metals and FINE BUFFING 
COMPOSITIONS in the hands of skilled men. 


Products like Stevens Grease Sticks are used on belts 
and wheels to control their abrasive effect on all impor- 
tant parts—from the smallest key and finger hook to 
the giant sousaphone bell. For hard buffing opera- 
tions STEVENS TRIPOLI, applied with Stevens 
Muslin Buffs makes a not-too-harsh, not-too- 

mild combination. 


For final color buffing of these superior 
instruments, Stevens Coloring Compounds, 
used with soft flannel buffs are as effec- 
tive as Milady's liveliest rouge and 
downiest puff. 


We will gladly send a service engineer 
to discuss with you the possibility of 
cutting costs, production time and 
also suggest methods whereby 
you can obtain the same excel- 

lent results. 


"as B. Spr asatks ~ . 


DETROIT 26, MICHIGAN 








* NEW ENGLAND 166-182 Brewery St., New Haven, Conn « CANADA FREDERIC B. STEVENS OF CANADA, LIMITED 
* NEW YORK and PENNSYLVANIA 93 Stone St., Buffalo, N. Y © 1262 McDougal! S! Ww 
* INDIANA Hoosier Supply Co., 36 Shelby St., Indianapolis, Ind * 2368 Dundas St., West Torento, Onta 


ndsor. Ontar 
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the particular service condition which 
is to be met. 


Specifications 


Federal, state and country agencies 
often specify properties of materials 
which they purchase in terms of chemi- 
cal analysis and other physical proper- 
ties. Such specifications are worthless 
or meaningless in the case of porcelain 
enamel for several reasons: the vari- 
ous manufacturers do not make public 
the basis formulation of their prod- 
ucts; the products are difficult to anal- 
yze accurately; and lastly, regardless 
of chemical composition of the enamel, 
the final properties of the finish depend 
as much or more upon the processing 
during the enameling operation as up- 
on composition of the frit. 

Specifications for porcelain enamel 
therefore are never on a basis of formu- 
lation, but are drawn up on a basis of 
appearance, freedom from significant 
imperfections and upon a basis of the 





DATA: Easily reversible to R.H. or L.H.; 5” 
side adjustment on Needle Bearings 
with Remote Control; Hydraulic Shock 
Absorber lowers weight slowly; easily 
tracks 34” to 6” belts from Remote Con- 
trol; Large Bearings Mounted in Arm 
for Lower Bearing Speeds, sealed for 
life with Non-Friction Grease Seals; 
Large Belt Length Adjustment; Counter 
Weighted for Steady Accurate Pressures. 





service condition to be encountered, 
Resistance to acid attacks, resistance 
to specified corrosion attacks, regis. 
tance to impact and other conditions 
may be described; minimum and max. 
imum thickness may be specified if thig 
is important on the finished product, 

The Porcelain Enamel Institute hag 
developed and approved certain tests 
covering the physical properties of 
enamels; many of these same tests 
have been approved and adopted by the 
Enamel Division of the American Cera- 
mic Society. 

The Enameled Utensil Manufactur- 
ers Council (an association of kitchen- 
ware manufacturers) has arrived at 
minimum standards of acid resistance 
and solubility of enamels for kitchen- 
ware, and has devised methods of test- 
ing. These specifications have been pro- 
mulgated by the U. S. National Bureau 
of Standards as Commercial Standard 
CS 1100-44 (Sept. 25, 1944). There are 
likewise available commercial stan- 





DUAL REMOTE CONTROL" 


MAKES THE 


NIEDERST 
Back Stand Idler 


— fhe most versatile 
in the field! 


*Remote Control for Operation Ease—idler 
ulley arm swings on a turret enclosing angu- 
ar adjustment mechanism. Levers conveni- 
ently located on lathe allow control of both 
angular and wide range of lateral adjustments 
from operator’s normal working position. 


A host of other innovations achieved by the 
NIEDERST BACK STAND POLISHER, 
have earned it the title of ‘‘World’s Work- 
ingest Idler.’’ For better, faster, smoother 
abrasive belt polishing — investigate NIE- 
DERST now! 
MATCHLESS METAL POLISH CO., 
National Distributors. 


NIEDERST COMPANY 


3506 S. MICHIGAN AVE., CHICAGO 15, ILL. 
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ORYOFF OVEN 
FINISH BAKE OVEN 
PAINT SPRAY 






Finishing System 


A large midwest refrigerator manufacturer 
boosted production 27% when this automatic 
DESPATCH Finishing System was installed. In 
a limited floorspace only 25’x450’ he finishes 
1100 refrigerators in 8 hours at 43% lower cost! 


Space was saved by installing a compact, multi-pass, 
gas fired dryoff oven directly over the 6-stage Spra- 
Bonderite section. A thorough, 25-minute dry-off at 300- 
350° F. eliminates extra labor of a blow off operation. 
Traveling about 18 f.p.m., the variable-speed monorail 
conveyor carries the work thru Bonderite, up into dryoff, 
then down again for transfer to paint conveyor. 

Split conveyor system permits independent operation of 
paint or Bonderite with minimum loss of productive time 
and avoids complete shutdowns. 

Automatic spray guns are mechanically synchronized 
with special floor-type conveyor to paint sides and top. 
Prime and finish coats are applied in 7 staggered spray 
booths in a 107-foot enclosure supplied with heated and 
filtered air. Windows permit observation without going 
inside. As the boxes emerge, only ONE touch-up man is 
required to finish the job. 

Boxes and parts travel up into the gas fired finish 
baking oven at 12 f.p.m. by variable-speed conveyor. 
Baked uniformly for 47 minutes at 300-350° F., they 
descend from this 4-horizontal-pass, 22’x136’ oven to 
floor level for unloading and assembly. 


Whatever your problem, the wide experience 
of DESPATCH engineers can help solve it quickly 
and efficiently. 


DESPATCH OVEN COMPANY 


Minneapolis Office: Chicago Office: 
619 S. E. 8th Street 211 N. LaSalle Street 
Offices in All Principal Cities 


DESPATCH 
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dards covering the manufacture of 
porcelain enameled hot water storage 
tanks, viz., U. S. Bureau of Standards 
Commercial Standard CS 115-44 (Feb. 
29, 1944). 

Reflectance values, as measured on 
some particular instrument, may be 
specified for white enamels, or for light 
reflectors, but ‘‘color’’ remains difficult 
to specify except by reference to a 
master sample. 


Dry Process Vs. Wet Process Enamels 


Occasionally a choice must be made 
between dry process and wet process 
enamels. In general, only cast iron is 
enameled by the dry process; the ex- 
ceptions would be certain pieces of 
heavy steel chemical apparatus, and, 
at the other extreme, copper watch 
dials and jewelry. However, not all 
cast iron is coated by the dry process; 
small and medium weight castings are 
coated by the wet process. This is par- 
ticularly true in the heating stove field. 


START RIGHT! 


INSURE A PERFECT 


DETROIT 
Handy ‘Tac’ Rags 


(Trade Mark Reg.) 






Remove all Dust, Lint and Sand Particles 
from the Surface before Finishing. 
Successfully used by leading Industrial 
Plants for over 11 years. 

YE your local Paint Dealer cannot supply 
you, write to Manufacturer. 








Detro Sales Co. 


414 NORTH SAN PEDRO ST. 
LOS ANGELES 12, CALIFORNIA 





32 PRODUCTS FINISHING 











Heavy parts, such as cast iron sani. 
tary ware, are ordinarily porcelain 
enameled by the dry process. Castings 
of the chemical analysis used in sapj- 
tary ware foundries and molded by 
their practice are enameled with less 
loss by the dry process than by the 
wet method, and economy in heating 
is obtained by never allowing the cast- 
ings to cool to room temperature bhe- 
tween successive coats of the enamel. 

Oftentimes castings which can be 
quite successfully enameled by the dry 
process cannot be enameled by the 
wet method, due to blisters which oc- 
cur each time the casting is heated; in 
the dry process the blisters can he 
punctured, and the area redusted, and 
good results obtained. 

Dry process enamels are of both the 
leadless as well as lead-bearing type, 
and may be either non-acid-resisting 
or acid-resisting, depending upon ser- 
vice requirements. 


Wet Process Sheet Iron Enamels 


In most cases, a porcelain enamel 
finish consists of a ground coat plus 
one or more cover coats, the latter he- 
ing of a composition different than 
that of the composition. If two cover 
coats are applied, they may be of the 
same or different composition. Each 
coat requires a firing operation before 
application of the next coat, except as 
noted following. 

Occasionally a ground coat enamel, 
after drying and before firing, will be 
given an overspray. of another enamel 
of a compatible type, and both the base 
coat plus the overspray are fired as one 
coat. Similarly, a basic cover coat ena- 
mel may for some end uses, either 
while wet or after drying, be given an 
overspray of enamel of different type, 
and both the base enamel and the over- 
spray fired as one coat. Only rarely, to 
date, is an enamel of the cover coat 
type applied directly on the base met- 
al; whenever types of frit and of base 
metal are required. 
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Steel Manufacture 


Sodium Bisulfite, Anhydrous 
Sodium Sulfite, gH os Sot 


Sulfur 
lron Sulfide 


Descaling 


Glauber’s Salt 
Sulfuric Acid 





Barium Fluoride 
Sodium Fluoride 
Potassium Fluoride 
Potassium Cyanide 


Acetic Acid 

Ammonia Alum 

Ammonium Thiosulfate 
Solution _ 

Aqua Ammonia 

Chromium Fluoride 

Fluoboric Acid _ 

Hydrofluoric Acid 

Hydrogen Peroxide 

Metal Fluoborate Solutions 











Muriatic Acid Acetic Acid 
Nitric Acid Hydrofluoric Acid 
Potash Alum Muriatic Acid 
Potassium Cyanide (Hydrochloric) 
sodium Fluoride Nitric Acid 
Sodium Metasilicate - Sulfuric Acid 
Sennous — Nitre Cake 

ric Aci Sodium Fluoride 
etrasodium Pyrophosphate ; r ‘ 
Trisodium Phosphate s aeaaiananes 


Acetic Acid 
Perchloric Acid 
Sulfuric Acid 
Hydrofluoric Acid 





Bright Dipping 
Costi Hydrofluoric Acid 
Sulfurie Acid 
pe mmonium Fluoborate ulfuric Aci 
Rimming Stee! Manufacture Potassium Fluoborate Muriatic Acid 
Sodium Fluoride Sodium Fluoborate (Hydrochloric) 





... Specify ‘GENERAL CHEMICAL" 


CHEMICALS FOR THE METAL INDUSTRIES 








Electrolytic Polishing 





ALLIED CHEMICAL & DYE CORPORATION 
40 RECTOR STREET, NEW YORK 6, N. Y. 
Offices: Albany * Atlanto * Baltimore * Birmingham * Boston * Bridgeport * Buffalo * Charlotte 
Chicago * Cleveland * Denver * Detroit * Houston * Kansas City * Los Angeles * Minneapolis 
New York © Philadelphio * Pittsburgh * Portland (Ore.) * Providence * Son Francisco * Seattle 
St. Lovis * Wenatchee * Yakima (Wash.) 
In Wisconsin: General Chemical Company, Inc., Milwaukee, Wis. 
tn Caneda: The Nichols Chemical Company, Limited * Montrec! * Toronto * Vancouver 











Oxide Finishing 
Copper Sulfate 
Hydrofluoric Acid 
Nitric Acid 
Oxalie Acid 
Sodium Silicate 
Sulfuric Acid 


Galvanizing 
Sodium Fluoride 


Hydrochloric Acid 
Sulfuric Acid 


ALKALI CLEANING 

Aqua Ammonia 

Sodium Silicate 

Trisodium Phosphate (TSP) 

Tetrasodium Pyrophosphate, 
nhydrous 

Sodium Metasilicate 


FOR METAL ANALYSES 
BAKER & ADAMSON 
LABORATORY REAGENTS 
AND FINE CHEMICALS 


BASIC CHEMICALS 


FOR AMERICAN INDUSTRY 
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Ground coat enamels are occasionally 
used as a “‘finish’”—on parts where ap- 
pearance is secondary and where pro- 
tection against rusting is the primary 
consideration. For some such applica- 
tions, ‘‘oversprays” are beneficial, as 
will be discussed later. 


Function of Ground Coat 


The primary function of a ground 
coat for multiple-coat work is (a) to 
provide adherence and (b) to prevent 
reactions between the metal base and 
the cover coat of a type which proba- 
bly would result in surface defects. 
Composition of the ground coat may 
affect reboiling tendencies in the cover 
coat fire, copperheading, fishscaling, 
blistering, hairlining in the cover coat 
fire, sagging of cover coats, chipping 
on radii, thermal shock resistance, and 
other physical properties. 


Function of Cover Coat 


The function of the cover coat ena- 


mel is (a) to provide the appearang 
needed for successful merchandi 

results, (b) to provide protection 
against corrosion, and (c) to protest 
against abrasion, physical forces, ang 
provide a sanitary finish. The prop 
lems involved in attempting to apply 
“glass” to a metal base often requite 
a compromise between workability ang 
the optimum in the physical propertigs 
or appearance of the coating. ; 


Selection of Ground Coat 


A 

Above all, a ground coat has to have 
“workability” in the enamel shop; that 
includes freedom from processing troy. 
bles and its behavior in subsequent fir. 
ings. Consequently, the choice @ 
ground coat frits in any plant is mage 
with a view to obtaining this work 
ability and freedom from defects in the 
finished ware. 

Occasionally single frit ground coats 
are used, but in modern commercial 
practice, blends of two or more frits 
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yoeed OF PAINT BAKING 
MLUMINUM PANELS FOR 
PRE-FAB HOMES Guecazep. 


MANUTACTORERS JENSEN 


“Dual heat’ 
INFRA-RED 


Processes 88 Huge 
Panels—a complete 
' house—every 


2% hrs.! 


Thru this Jensen “dual-heat” infra-red 
oven, built for General Homes Company, 
Columbus, Ohio, are processed huge flat 
aluminum panels. The oven, which has a 
104” high heat zone, is 12 feet long. 
Thanks to exclusive Jensen “dual heat” 
and exclusive Jensen ‘nesting of lamps,” 
only a 6-minute bake is required for peak 
results! Whatever your problem, Jensen 
efficiency will amaze you, too. 





Without cost or obligation, we will run laboratory tests 
on your products, using your finishes. All parts will be 
returned for your inspection. Act today! 


JENSEN SPECIALTIES, Ine. SENSE 9331 FREELAND 
DETROIT 28, MICH. 


DESIGNERS and BUILDERS of “DUAL HEAT” INFRA-RED OVENS e CONVEYORS e« PAINT DIP TANKS 
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are almost universal. Thus to a “base 
frit” we may add a quantity of a se- 
cond frit to both decrease the fusion 
peint and increase the adherence, and 
then may also add some of a third frit 
to provide against copperheads. 

Messrs. H. D. Carter, B. W. King and 
H. C. Draker in a recent series of ar- 
ticles in ‘‘Finish” magazine conclude’ 
that “the use of a properly blended 
ground coat appears advantageous in 
regard to workability as well as resis- 
tance to both thermal shock and im- 
pact resistance.” They further state 
“choice of ground coats should not be 
difficult in that a wide range of condi- 
tions can be covered by properly blend- 
ing different frits having satisfactory 
properties.” With these statements, 
your present author agrees. 

Coefficient of expansion is a guide to 
some physical properties of enamel fin- 
ishes but it should not be used as an 
absolute criterion of acceptability of 
the enamel. If you smelt your own frit 
and know its composition, you can cal- 
culate the theoretical coefficient of ex- 
pansion. If you purchase frit, your sup- 
plier will no doubt be glad to furnish 
either the calculated or the actual 
measured coefficient for frits where 
this property is important in the end 
results. 


Thermal Shock Resistance 


For best thermal shock resistance 
(resistance to rapid thermal change), 





1 Finish, May 1947, page 52. 


as on kitchen utensils and electric 
roaster parts, a ground coat of high 
coefficient of expansion should be cho. 
sen. However, physical structure algo 
affects resistance to thermal shock ang 
kitchenware manufacturers should re. 
ly on carefully conducted tests in the 
selection of frits. 


Impact Resistance 


The resistance to impact does not 
seem to be affected by the coefficient of 
expansion of either the ground coat 
or the cover coat enamel. 


Adherence 


Adherence of the ground coat ena. 
mel to the underlying metal is usually 
a characteristic of the particular 
ground coat used, the steel base, the 
pickling treatment, and the firing 
treatment. 


Chipping on Radii 


To resist chipping on small radii or 
on beads of ware, a ground coat of 
high coefficient of expansion should be 
chosen. 

Hairline Resistance 


Hairlines are caused by a break in 
the enamel coating during the cover 
coat fire, and result from a condition 
of strain on heating established within 
the piece. Coefficient or expansion of 
the ground coat or other possible varia- 
tion of the physical properties of indi- 
vidual enamels has only slight effect 
on the resistance to this breaking. A 





FELT DOES IT BETTER 





Paramount Brand 





FELT WHEELS 
© Quality 


Order PARAMOUNT BRAND Felt Wheels 
from your supplier. Also, bobs and sheets 
whenever you need them. 


BACON FELT CO. 


‘America's Oldest Felt Manufacturer” 


e Better Work e Uniformity 


WINCHESTER, MASS. 
Established 1824 
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equipment for the 
surface treatment of metals 





[RANSOHOFF 





NO MANUAL HANDLING 


from rough grinding through 





RANSOHOFF cleaning cycle to finish grinding 
MACHINE R ovsx machined piston rings from two separate 
washes, lines are cleaned efficiently and thoroughly in the 
rinses, four-spray section while carried on a two-lane con- 


veyor through this RANSOHOFF machine. Then, work 


rust-inhibits, is discharged onto the plant’s belt conveyor for finish 

rinses again, grinding. A spreader at the charging end spreads the 

dries. rings for more thorough cleaning. 

Saves Time This RANSOHOFF machine is equipped with 

Saves Manual RANSOHOFF PACKLESS PUMP AND UNI-DRAIN. 
Handling Write for RANSOHOFF TECHNICAL SERVICE to get in 

Saves Money touch with you... or send us a sample batch for free 








report on best cleaning methods. 


N. RANSOROFT, Ing. 











131! TOWNSHIP AVE., CINCINNATI, OHIO 
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ground coat which is too fusible with 
relation to the cover coat may contri- 
bute toward hairlining, as also will too 
heavy material application in operat- 
ing practice. 

After a break in the cover coat oc- 
curs, surface tension and mobility of 
each coating during cover coat firing 
and wetting or adherence between 
coatings during the cover coat fire ma- 
terially affect hairlining.’* 


“Hard” Vs. “Soft” Ground Coat 


Ground coats which fire at approxi- 
mately 1600 deg. F. are usually re- 
ferred to as “hard;” those which fire 
out well at 1550 deg. F. or lower are 
regarded as “soft.’”” Many enamelers 
still prefer the hard ground coats and 





2E. E. Bryant — Technical Bulletin No. 6 
(1940) Ferro Enamel Corporation. See also E. 
C. Greenstreet—''Design and Factors Affecting 
Hairlining’’—Proceedings First Annual Porce- 
lain Enamel Institute Forum, page 46 (1947) 
and B. J. Sweo — ‘‘Hairlining of Sheet Steel 
Enamels’’ — Technical Bulletin No. 5 (1940) 
Ferro Enamel Corporation. 


For Sale 


Slightly Used 
BUFFS 


LOOSE AND SEWED 
ANY QUANTITY 
ALL SIZES 


MICHIGAN BUFF CO. INC. 


3505 GAYLORD AVE. 
DETROIT 12, MICHIGAN 
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if plant layout and production proce. 
dure is such that ground coat can pe 
run on one furnace while cover coat 
is fired on another furnace, there may 
be no good reason (except possible say. 
ing of fuel) to discontinue this type, 
If there is sufficient room in a one-fyr. 
nace enameling department to store 
fired ground coat for the following coy. 
er coat shift, again there may he no 
good reason to use “soft”? ground coat, 

However, oftentimes the use of q 
ground coat maturing at around 1549 
deg. F. will permit the firing of ground 
coat and cover coat at the same ten. 
perature and therefore simultaneously 
in the same furnace. Thus, an even flow 
of production can be more easily 
maintained. 

Important also is the lower ground 
coat firing temperature in decreasing 
or even eliminating excessive distor. 
tion or warping of the metal parts dur- 
ing firing. An example is that ofa 
washing machine tub manufacturer 
who was unable to hold the bottoms of 
the tubs within inspection dimensional 
tolerances with a 1580 deg. F.. ground 
coat, but with a 1540 deg. F. enamel, 
he was not only able to hold dimen- 
sions but also to reduce the gauge of 
metal from 18 to 20. 

Many of the soft ground coats also 
are found to provide better results on 
non-enameling grades of steel than on 
the older hard ground coats. 


Selection of Cover Coats 


Cover coat enamels should definitely 
be chosen on a basis of the service to 
be rendered by the finished ware. The 
choice can be made not only from 
clear frits but from colored frits (blue, 
black, and occasionally green or 
brown) or from white frits. Among the 
latter, the choice may be made from 
the antimony-opacified frits, the zir- 
con-base type, or the titania-opacified 
variety. The choice may also be gov- 
erned by requiring finishes resistant 
to (a) acids, (b) alkali, (c) general at- 
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Chandeysson generators are built to meet 

your requirements. 

Above, a 10,000 Ampere, 25 volt motor gen- 
erator set. 

Right, a 2,000 Ampere, 12 volt motor genera- 
tor set. 





NANKERVIS DELIVERIES ON 
CHANDEYSSON GENERATORS 
AT PRE-WAR LEVEL 


Chandeysson generators, used in 
all types of industry for over 42 
years, are available NOW through 
the Nankervis Company. Due to the 
greatly increased production facili- 
ties of Chandeysson Electric Com- 
pany, Chandeysson generators in 
all sizes can now be delivered to 
you promptly. A Nankervis engineer 
will call upon your ‘request. 






5442 SECOND 


GOMPLETE METAL 


lamuary, 1948 


BOULEVARD, 


Ftn ts HEN 'G 






45,000 AMPERES ON THIS FLAT CAR 
Three 15,000 ampere, 12 volt gen- 
erators are shipped to a manufac- 
turer who has standardized on 
Chandeysson for over 20 years. 


DETROIT 2, 
EQUIPMENT 
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mospheric conditions, (d) hot water, 
(e) repeated freezing: action, (f) soil 
corrosion, (g) thermal shock, (h) 
scratching and abrasion, (i) high tem- 
peratures (1200 deg. F. or more), and 
(j) crazing in service. 

For some purposes, the choice may 
be further complicated by the desire 
for a matte or semi-matte finish in- 
stead of the usual gloss finish. Resis- 
tance to thermal shock is required in 
kitchen utensil enamels and for certain 
heating appliances. 

Antimony opacified frits have long 
been a standard in the enamel indus- 
try, although certain kitchen utensil 
manufacturers have refrained from 
using them because of the possibility, 
however remote, of antimony poison- 
ing in foods. These frits are available 
in bothynon-acid-resisting as well as 
acid-resisting types. 

The zircon-base type frits have been 
widely used in the last decade and pos- 
sess the advantage of greater opacity 


or covering power at lower weights gf 
application compared to the antimony. 
opacified frits. They are not acid-re. 
sisting and definitely do not lend them 
selves to use on kitchen utensils. 

The titania-opacified frits are a pog 
war development commercially, ang 
those being widely used possess a high 
degree of acid resistance. This type of 
frit is capable of developing a high de 
gree of reflectance or opacity at ey 
tremely low weights of application, 
Production of a neutral white and/or 
control of color is currently a problem 
with most producers, due to impur 
ties in titania-containing materials ang 
the availability (as the case may he) 
of these materials. 


Enamels for Kitchen Utensils 


Enamels for kitchen utensils should 
have good resistance to thermal shock, 
low solubility in boiling acid, and gooi 
impact resistance. Zirconia frits usp 
ally do not fulfill these requirements; 











COMPLETE OVEN ENCLOSURE: Air recircula- 
tion makes fullest use of both radiant and 
derived heat. 

PREFABRICATED PANEL CONSTRUCTION: 
Makes for low installation cost — minimum 
maintenance upkeep. 

VITAL PARTS OUTSIDE HEAT ZONE: Acces- 


WRITE FOR FURTHER INFORMATION 


C. M. HALL LAMP CO., > 2t7.1; 5° 





sibility permits fast, easy, safe servicing 
without interrupting oven operation. 
POSITIVE VENTILATION CONTROL: Removes 
objectionable fumes and moisture from sys- 
tem—speeds drying. Equalized over-all 
oven temperature insures uniform, high 
quality baking results. 


HANCOCK 
MICH. 


1037 €E. 
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IRREGULAR SHAPES BECOME REGULAR JOBS... 
on the Vewatile Pacher- Matic . 


Packer-Matic engineers are always 
ready to help you bring your produc- 
tion methods up to date. Let them 
show you how Packer-Matics will 
increase production and reduce labor 


The buffing and polishing of irregular 
shapes once meant a series of slow, 
costly hand operations. Today, Packer- 
Matic automatic polishing and buffing 
machines handle silverware, household 
appliances, cosmetic items, hardware, 
plumbers brass goods . . . and the 
products you manufacture . . . faster, 
better and more economically. 
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cost . .. increase quality and reduce 
wheel cost . . . increase your profits 
and reduce your overhead. Write or 
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antimony-opacified cover coat frits of 
low coefficient of expansion and a fair 
degree of acid resistance are capable 
of meeting the minimum requirement 
of the Enameled Utensil Manufactur- 
ers Council of 0.0125 gram solubility 
per square inch of water surface on 
multiple coated ware. 

The titania frits provide low solubil- 
ity and excellent thermal shock re- 
sults, the latter because of low appli- 
cation weight and favorable low coeffi- 
cient of expansion. Since resistance to 
impact depends primarily upon the 
thickness of coating of the enamel, and 
increases as the thickness increases, it 
follows that the thinly applied titania 
enamels do not excel in this respect. 
However, the resistance to impact is 
still better than that of most enamels 
and when damage does occur, the 
break is small in area. 


Enamels for Gas and Electric Ranges 
Porcelain enamel is used as the fin- 








Wse the Gest 
in ’48! 
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CONDUCTA-CORE 
Lead Alloy Anodes 


for the best Chromium Plating 







The CONDUCTA-CORE has 
the edge and the points! 
With its electrical feeder 
member—the 34” aluminum 
rod, ahigh-conductivity core 
—all portions of the anode 
are active. Current is dis- 
tributed uniformly. Use this 
dated anode, prove its long 
life and its top performance 
in Chromium Plating! 


Write for more information. 


Pat. Pend, 
Est.1909 





Products Co. 
35th & Moore Sts., Philadelphia 45, Pa. 
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ish for gas and electric ranges becayge 
it is pleasing in appearance to the 
homemaker, and because it is Sanitary 
and easily cleaned. For many years 
ordinary non-acid-resisting enamels 
were used on all surfaces because of 
the greater workability and superior § 
covering power. However, most lead. & « 
ing manufacturers now finish at least 
the stove top in acid-resisting enamel, 
This eliminates complaints from the 
customer whose stewed tomatoes acci- 
dentally boiled over, or who thought. 
lessly placed a fruit juice coated spoon 
on the stove top during jelly making 
or preserving season. The finish may 
consist of a full coat of acid-resisting 
enamel, or an ‘“‘overspray” may be used 
over an undercoating of opaque non- 
acid-resisting enamel. The finish should 
rate at least Class A according to the 
Porcelain Enamel Institute acid resis. 
tance test; Class AA is preferred. 
With the improved workability of 
the titania-type acid-resisting enamels 
and their superior covering power, a 
few manufacturers are now finishing 
all white exterior parts of their ranges 
with acid-resisting enamels. From the 
standpoint of giving the customer a § 
better product, this practice is to he 
recommended, but limitations on the 
amount of titania enamel available § 
and difficulties in controlling color have 
prevented wider adoption of the prac- 
tice. As these limitations are overcome, 
the use will no doubt be extended. 
Pans or shields surrounding gas bur- 

















ners are often finished in dark ground} new 
coat which has been oversprayed on far 
the face side with black enamel toim-| ™0° 
prove the appearance. While such prac- Tht 
tice is apparently satisfactory, acid- ing 


resisting ground coat can be used and if 


is recommended. affe 

The pans underneath electric heat- acie 
ing elements are also enameled by pet 
some manufacturers. Acid resisting] fail 
enamel of at least a moderate resis-} Du: 


tance to thermal shock is_ recom- 


mended for this purpose. 
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_ washing machines, tubs and various parts. 
- This really new finish is based on a 
new organic resin development. It is 
far superior to any urea and melamine 
modified alkyd enamel on the market. 
Thus it fills a real need for an eco- 
nomical finish with properties approach- 
ing porcelain. 

In laboratory tests Duranite-H is not 
affected by acetic, citric, oleic or lactic 
acids; — nor by vegetable, animal or 
petroleum-greases. It shows no signs of 
failure after 2208 hours—in3%--Gold 
Dust at 120° F.;—after 3096 hours in 


pis 











Useful on steel surfaces; also on aluminum 
to save scarce steel! 

Approaches porcelain in resistance fo 
stains and scratches; better than porcelain in 
chip-resistance, flexibility and economy 

of application. 


* é ® 
% zapon production finishes 


00% humidity at 120° F.;—after 1250 
hours in 20% salt spray test at 95° F. 
In the pencil hardness test this enamel 
was rated 5H to 6H. 3 
For application on steel, a Duranite-H 
primer gives maximum adhesion, flexi- 
bility and impact resistance. One coat on 
-aluminum, after special preparation, 
gives exceptionally fine qualities. Dura- 
nite-H on surface-treated magnesium also 
gives a superior finish. —. ee 
Now formulated for spraying, varia- 
tions permit dipping or. roller-coating. “A 
Required reduction is three parts Duran-* 
ite-H to one part xylol. Recommended 
baking schedule is 30 minutes at 420° F, 
Write, wire or phone for quick service 
and a demonstration of Duranite-H White 
Enamels (colors to be introduced soon). 
Zapon Division, Atlas Powder Company, 
“New York City, Stamford, Conn., and 
North Chicago, Illinois. 






















Oven linings are commonly enameled 
in stippled ground coat only to protect 
against rusting, and such practice has 
been regarded as satisfactory. 


Enamels for Resistance to Crazing 


Crazing (or bona fide cracks in the 
finish, as distinguished from hairlines 
or tearing) is basically the result of a 
coefficient of expansion of the enamel 
which is too high. It may be accelera- 
ted or aggravated by cyclic thermal 
changes which eventually cause a phy- 
sical breakdown or a crack or a series 
of cracks in the area subjected to the 
greatest strain. 

An example is the crazing which oc- 
casionally is encountered on cast iron 
stove parts on areas near the fire box. 
Crazing occasionally is also a problem 
on formed metal tops for electric 
ranges on areas surrounding the heat- 
ing units. To resist or eliminate craz- 
ing, a cover coat enamel of low coeffi- 
cient of expansion is recommended; 





BOOTHCOTE 


cleans spray booths quickly, 
economically, safely! 


Spray Boothcote on clean booth. 
Surrlus paint can then be peeled 
off n sheets by any operator. 


@ Saves time and labor 
@ Time-tested; used for 8 years 
@ Mixed—ready to use 


@ Can be brushed 
or sprayed 





@ Non-inflammable; 
safe to store 

@ Does not flake off 

Money back trial 

offer: 15 gals. 

$16.50 f.o.b. 

Buffalo or write 

for Circular. 


HYGRADE FOOD PRODUCTS CORP. 


Boothcote Div., 19 Stetson St., Buffalo 6, N. Y. 
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however, if the expansion coefficient 
is too low, chipping on the radii of 
flanges surrounding the heating unit 
holes may result, so a compromise jg 
necessary. 


Enamels for Refrigerator Exteriors 


Enamels for the exteriors of either 
domestic or commercial refrigerator 
cases are ordinarily of the opaque non. 
acid - resisting type, and have been 
found to be commercially satisfactory, 
There undoubtedly will be exploitation 
of the titania-type acid-resisting ena. 
mels on these appliances and fixtures 
because of the inherent advantages of 
the thinner application weights possi- 
ble and the added advantage of acid 
resistance. 


Enamels for Refrigerator Interiors 


Refrigerator interiors are usually 
coated with non-acid-resisting enamel, 
except on the bottom horizontal sur. 
face, where acid resistance is desirable 
to protect against accidentally spilled 
sour milk or acid fruit and vegetable 
juices. Vegetable storage or hydrator 
pans should be finished in acid-resist- 
ing enamel to protect against juices 
from acidic fruits or vegetables. 

Porcelain enamel is also used on sur- 
faces where repeated freezing and 
thawing of moisture or condensate is 
encountered, as on the evaporator or 
freezing unit. A few instances have 
been known where moisture penetra- 
ted into microscopic pinholes or bub- 
bles in the enamel surface, and the ex- 
pansion forces caused by the freezing 
of the moisture resulted in a localized 
spalling or disintegration of the enamel 
surrounding the area. On each defrost- 
ing cycle, more moisture accumulated 
in the spot, and each freezing cycle 
produced additional erosion until the 
surface became badly pitted. Produc- 
tion of this type of defect can be accel- 
erated by using enamels of an exag- 
gerated “bubble structure” and can be 
eliminated in an enamel of minimum 
bubble structure. 
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Universal Back 5 
ae for Limited Ins 


Just what Polishers have long needed. Operate 






OPERATE IN ANY POSITION 


Mount Presto Universal Back Stand Idlers on the Ceil- 
ing, on the Wall, on the Floor or on a Bench, to equip lathes 
for abrasive belt polishing with minimum space and ex- 
pense. They operate perfectly in any position. 


Only Presto Universal Back Stand Idlers have 
all these important features: 


Rugged Construction for long dependable service. 
12” Belt Tension Adjustment—crank operated. 
Leaf Spring Tension to keep belts tight. 

Easy change to Right or Left hand operation— 

changing four bolts does the trick. 

Adjustment for Belt Tracking at operators position. 
Sealed Ball Bearings packed in grease. 

Perfectly Balanced Pulley—10” dia. x 614” face. 


Many other features. Ask your Jobber or write 
for literature. 


he MAN DERSCHEID Zo. 


810 Fulton Street, Chicago 7, Illinois 
Serving the Metal Finishing Trade over 35 Years. 
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tand Idlers 


tallation Space 


in locations where use of ordinary idlers is im- 
possible. Convert polishing lathes into abrasive 
belt polishing machines without additional space 
—without moving lathes. 
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The use of titania-bearing acid re- 
sisting enamel will apparently with- 
stand the condition in commercial ser- 
vice. It is therefore recommended that 
enameled refrigerator evaporators, 
“Deepfreeze” units, or other surfaces 
where condensate forms and freezes be 
finished in enamels of minimum bub- 
ble-structure characteristics. It fol- 
lows that any mill addition of bubble- 
structure-forming characteristics are 
likewise to be avoided. 


Enamels for Washing Machines 


Porcelain enamel finishes on wash- 
ing machine tubs and component parts 
of automatic washers are subjected to 
the action of hot water, of soap, and of 
alkaline washing compounds such as 
trisodium phosphate, tetrasodium 
pyrophosphate, Calgon, borax, sal so- 
da, and occasionally even lye. When we 
remember that boiling solutions of lye 
or caustic soda are used as de-enamel- 
ing agents, it is not remarkable that 


even dilute alkalies at the tempers. 
tures used for household laundry wor, 
will attack some types of enamel ge. 
verely. So far as the author is aware 
no porcelain enamel has ever been de. 
veloped which is completely resistant 
to hot strong alkalies. However, ep. 
amels are available which possess a 
fair degree of alkali resistance. 
Washing machine parts certainly 
should be finished in enamels possegg. 
ing reasonable alkali resistance; mogt 
of the white cover coat enamels used 
for the purpose have been satisfactory, 
Parts not finished in white, such as 
the “spinner” on the automatic washer 
still need an alkali resistant coating, 
The usual ground coat enamel, parti- 
cularly if it is of the “soft” type, is 
not satisfactory as the finish. It is rec. 
ommended that either an overspray 
enamel of demonstrated alkali resist- 
ing properties be used over the usual 
commercial ground coat, or that a spe- 
cial ground coat of demonstrated alkali 


EFFICIENT, ECONOMICAL METAL CLEANING 


METALWASH Equipment for washing, rinsing and drying large 
and small metal parts, machine parts and containers. 


Engincered 


to fit your production needs, economical to operate, reduces cleaning 


and labor costs, increases production. 


{We design and manufacture 


a complete line of metal cleaning processing and drying equipment. 


JMETALWASH field engineers will be pleased to call on you at 


your request. 


CLEANING 
PICKLING 
RUSTPROOF 
DRYING 
EQUIPMENT 





yy\e iat? ASH MAGE 


149-155 SHAW AVENUE 
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Belt Type 
Washer and Dryer 


ERY CO. 


IRVINGTON II, NEW JERSEY 
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...and the 
Better Belt is 
-METALITE’ 


Back of the brilliant success story of the backstand-belt method, 
lies the equally brilliant production record of Behr-Manning 
Metalite* Cloth Backstand Belts for grinding, polishing and 
finishing. For the metal finishing industry has had to be shown 
the advantages of the belt method by competitive tests — tests 
which so consistently showed production increases of 2 to 4 
times the old set-up wheel method. 


Metalite Cloth Belts have sold the belt method because, as 
their name implies, they're right for metal. Their fast-cutting 
abrasive is genuine Norton Alundum grinding wheel grit, and i 
each sharp, tough crystal is twice anchored with Behr-Manning’s 
own Durabonded* adhesive that grips and holds under heat or 
pressure. The cloth backing is rugged and pre-finished for 
maximum adhesion and resistance to stretching. The Uniflow 
ype joint runs bump-free and true. That's why Metalite is right 
ryel BE H R 2 M A N N | NG for metal. Write or wire or phone us for your own free 
(DIVISION OF NORTON COMPANY) demonstration of the belt method with better Metalite 


TROY, N. Y. Cloth Belts. 
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resisting properties be employed. 
Certain hidden surfaces on automa- 
tic washing machines which are left in 
ground coat finish only are also expos- 
ed to the solvent action of the alkaline 
laundry water. I leave it to the laun- 
dry equipment engineers as to wheth- 
er it is important to provide greater 
corrosion protection on these parts. 
As yet, no standard test has been de- 
vised by enamelers to measure “alkali 
resistance,” or any standards set up as 
to what constitutes good or acceptable 
alkali resistance. One test used, recent- 
ly described in ‘“‘The Enamelist,”*® is a 
modification of a test used to deter- 
mine acid resistance‘ in which a boil- 
ing 5 per cent solution of tetrasodium 


% An Alkali-Resistance Test for Porcelain 
Enamels, by E. Skillicorn and J. E. Hansen — 
The Enamelist, July 1947, pages 16-20. 


*A Contrelled Boiling Acid Test for Porce- 
lain Enamels, by E. E. Bryant, Journal of The 
American Ceramic Society, Vol. October 
1937, page 317. Also—U. S. Bureau of Stand- 
ag ei Standard CS 100-44, October 





cy 1 Gav POLISHING 
Lido WN HIN 


* HIGH SPEED CENTERLESS FEED 


Production Polishing Ma- 
chine has an_ unlimited 
range of work on metals, 
fiber, rubber, wood, etc. 


This polishing machine 
produces a better finish at 
a lower cost and with un- 
skilled labor. Small arti- 
cles in cylindrical forms 
may be fed automatically 
without centering, 
chucking or holding, 

by using hopper fix- 
tures. 


Write for 
further details. 





> 
BOlUMLAAA DAY 
MACHINE COMPANY 





GREENFIELD MASSACHUSETTS USA 
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pyrophosphate is used as the aka 
test agent. 


Enamels for Table Tops 


Enamels for table tops and “break. 
fast sets” should be acid resisting 
This includes any stencil or silk screen 
designs used for decoration. Table top 
enamels should also possess a reason- 
able degree of resistance to abrasion | 
and scratching. Most acid-resisting en. 
amels inherently have this resistance, 
but the use of mill addition materials 
which cause excessive bubble struc. 
ture is to be avoided; this applies par- 
ticularly to opacifiers which result in” 
gas-opification and to clays which con. | 
tain large amounts of gas-forming om 
ganic material. 

The titania - bearing enamels are 
abrasion resistant and have found wide 
acceptance as table top finishes. 


Enamels for Plumbing Ware 

The same remarks apply for sinks, | 
bath tubs, and lavatory basins as for 
table top enamels; the finishes sho 
be acid-resistant and resistant to abra 
sion. The degree of acid resistar 
should be not less than PEI Class 4 
preferably Class AA. Again the titan 
type enamels fulfill the requiremen 


Enamels for Signs 


Advertising, store identification, ar 
street signs finished in porcelain @ 
amel are often guaranteed for 
years. It therefore is obvious that 
enamels used should be ‘“‘weather-resi 
tant.” Use only those frits which hav 
been demonstrated to be resistant t 
general atmospheric conditions. Fol 
signs in industrial manufacturing ¢ 
tricts, enamels of at least semi-aci 
resistance (PEI Class B or better) may 
be required to resist attack from acid 
type gases. 


Enamels for Architectural Panels ; 


Like enamels for signs, architectur- 
al enamels should be weather resis- 
tant, but since matte finishes are often 
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The CLINTON COMPANY 


1210 ELSTON AVENUE + CHICAGO 22 » ILLINOIS 











required, the choice of frits to use is 
considerably narrowed. A study of the 
weathering resistance of vitreous en- 
ameled architectural panels was re- 
ported upon by the National Bureau 
of Standards in 1942.5 The study in- 
volved 864 panels, representing 14 
types of porcelain enamels, some of 
which it had been anticipated would 
not be satisfactory. At the end of the 
first year of exposure at four locations 
selected for different climatic condi- 
tions, over half of the panels showed 
no visible weathering effect, and in no 
case did weathering produce any fail- 
ure of the porcelain enamel to protect 
the underlying metal from rusting. 
The full-matte enamels were found 
unsuited for architectural use where 
appearance is important, because of 
fading and of difficulty in cleaning. 





5 Wm. N. Harrison and Wright G. Moore— 
Weather Resistance of Porcelain Enameled Iron 
Structural Units—Journal of Research of the 
ag Bureau of Standards, 28, June 1942 
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Mild fading, found on some of the non. 
acid-resistant colored enamels, was as. 
sociated with a minute pitting of the 
porcelain enamel surface, probably 
caused by the presence of acid-for 
gases in the atmosphere. The finishes 
of high acid resistance did not show 
this effect. 

Weathering of the panels was found 
to be more pronounced at those loca- 
tions where there was a relatively high 
concentration of combustion gases and 
less severe where there was a practical] 
absence of these gases in the atmos- 
phere. It is therefore recommended that 
architectural enamels should be at 
least semi-acid-resistant. 


Enamels for Hot Water Tanks 


Hot water under pressure, a condition 
encountered in domestic hot water 
storage tanks, exerts a strong solvent 
and destructive action upon the usual 
type of porcelain enamel used on do- 
mestic appliances or cooking utensils, 
even though the enamel be acid resis- 
tant. However, special enamels have 
been developed by hot water tank 
manufacturers and by frit manufac- 
turing companies which have an ex- 
tremely low degree of solubility, and 
they can be recommended as being 
highly satisfactory. 

Commercial enameled tanks should 
be finished according to standards 
adopted by manufacturers of porcelain 
enameled hot water storage tanks in 
cooperation with the U. S. National 
Bureau of Standards.* Freedom from 
pinholes, blisters or thin spots in the 











| 





coating is as important as using an en- | 


amel of low solubility characteristics. 


Enamels for Protection Against High 
Temperature Corrosion 


Regular ground coat enamel protects 
steel oven linings against rusting at 
operating temperatures up to 500-600 
deg. F. Certain black cast iron en- 
amels afford protection to cast iron 





6 National Bureau of Standards—Commercial 
Standard CS 115-44 (Feb. 29, 1944). 
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of KALAMAZOO 


ABRASIVE BELT 






MODEL 50-C 
COMBINATION 


Place these “Time Savers” in your polishing dep’t., machine shop, tool room, pattern shop, 
assembly line, maintenance dep’t., etc. You will be amazed at their speed and efficiency 
in doing grinding, polishing, deburring and clean up jobs; better, faster and at lower 
cost. The HAMMOND 50’s are available in Bench, Floor or with Self Contained Dust 
Collector combinations. 


WRITE TODAY FOR BULLETIN NO. 319. 


1622 DOUGLAS AVENUE * KALAMAZOO, MICHIGA 
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WHAT’ 


‘your problem 
ye IN FINISHING ZINC, | 
CADMIUM... 


EYE-APPEAL? 
RUSTPROOFING? 


BASE FOR PAINT? 


Whatever your problem in finishing 
zine or cadmium, there’s an Iridite* 
to do the job. Iridite, a quick-dip, 
chemical treatment, offers you these 
three advantages: 


1. EYE APPEALING FINISH... 
On plated parts Iridite forms a long 
lasting, sparkling bright finish that 
stays bright, even after handling, stor- 
age, exposure. On all surfaces, Iridite 
can be used to produce a variety of 
colored finishes. 


2. RUSTPROOFING... 
Resistant to the attack of water, gaso- 
line, and ordinary corrosive conditions, 
Iridite provides the ideal final finish 
for all zinc and cadmium surfaces. 


3. BASE FOR PAINT... 

On any zinc or cadmium surface that 
must be painted, Iridite insures a better 
finishing system because the coating 
improves initial paint adherence, blocks 
corrosion under paint, blocks metallic 
soap formation between paint and metal. 


Tell us the type of finish you need 
for zine or cadmium — let us tell 
you how Iridite can help. For infor- 
mation and samples, write to: 
ALLIED RESEARCH PRODUCTS, INC. 


301 Chemical Building 
4004 E. MONUMENT ST. @ BALTIMORE 5, MD. 


Manufacturers of 


TRIDITE 


DISTRIBUTORS IN PRINCIPAL INDUSTRIAL AREAS 


"REG. U.S. PAT. OFF. 
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grates above the burners on gag 
ranges, although the coating may 
eventually partially burn off. 2 

Enamels maturing at around 1459” 
deg. F. have been used to protect auto. | 
mobile exhaust manifolds against oxi. 
dation. Enamels for exhaust manifold 
systems of gasoline motors operating” 
at high temperatures, as developed at. 
the U. S. National Bureau of Stand. 
ards, have been described by Messrs 
Harrison, Moore and Richmond in the 
Journal of Research NBS Vol. 38) 
March 1947, and abstracts have ap.’ 
peared in trade magazines. The frit” 
recommended are available from com-| 
mercial frit manufacturers. 


Porcelain Enamel for Industrial 
Applications 


Of industrial applications for por-g 
celain enamel, there are many. These. 
range from coatings on chemical pro-" 
cessing tanks through a list which in- 
cludes heat interchangers, space heat- 7 
ers, centrifugal pumps, meter casings, 
insecticide pumps, oil-well pump cyl” 
inders, marine bearings, metal to glass” 
seals, and many others where the phy-~ 
sical properties of “glass” applied to” 
metal can be used to advantage. Each 
of these uses often entails individualan 
alysis of service conditions, and hence 
cannot be adequately discussed in 
general paper of this type. 

Conclusion 2 

May I remind you that in case of 
doubt as to what type of porcelain en- © 
amel composition to use for any new or © 
specific purpose, the services of vari 
ous organizations are available in an 
advisory capacity. The various nation-— 
ally known frit manufacturing com- 
panies are sources of information and 
advice. Last but not least is the Por f 
celain Enamel Institute. If the Insti-— 
tute’s Secretary and Managing Direc- 
tor cannot personally give you an an- 
swer, he will refer your inquiry to some 
qualified person for comments. 
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positive proof that Cl 

-CINNATI washing ma- 
chinery cleans more _ 
metal per pound or Ei 
lon of cleaner? 


OYES ONO 


HA E you asked CINCcIN.- 


_ NATI engineers to help | 
solve your cleaning prob- - 
lems, however different — 
they may be? (No a e 
tion, of course) | = 


Cincinnati Cleaning and Finishing Machinery Co. 

Hecla Street 

Ironton, Ohio 

Gentlemen: 

@!'m interested in learning why the CINCINNATI machine 
will clean more metal with less solution costs. 


COMPANY 








ATTENTION 





ADDRESS 





CITY. 
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Strippable Plastic Coating Protects 
Surface Finishes 


OST finishing engineers in the metal- 
VW working industry realize the impor- 

tance of protecting surface finishes 

during manufacturing operations, and 
are aware of what a costly matter it is to bring 
a marred surface back to the required finish. 
By applying recently developed strippable plas- 
tic coatings to metal surfaces it is possible to 
protect surface finishes during many types of 
manufacturing operations. Substantial savings 
in the cost of finishing deep drawn stainless 
steel parts have been reported by a number of 
stamping plants through the use of a strippable 
plastic coating which remains on the sheet dur- 
ing the fabricating operations. This is only one 
of several applications that have been devel- 
oped, since several types of strippable plastic 
coatings are available and have been success- 
fully used in protecting polished surfaces before 
forming and also during such fabricating oper- 
ations as machining, punching, welding, and 
selective finishing. 

Although the significant characteristics of 
strippable plastic coating material have not yet 
been fully evaluated, it has already established 
itself as an excellent medium for the protection 
of sheets in handling, shipping, storage, and es- 
pecially during fabrication operations, mild as 
well as severe ones. One particular application 
in which plastic coated sheet has been used is 
in the deep drawing of stainless steel sink 
bowls. In this drawing operation, it has been 
found to eliminate scratching 100 per cent, thus 
eliminating the need for hand finishing or pol- 





His 18 Stanley bhemteas 


In the numerous buildings pictured below 
are housed modern equipment and well- 
trained employees — plus an advanced 
research staff constantly alert to the ever- 
changing finishing problems of industry. 
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Stanley chemists constantly pioneer new coat- 
ings . . . working with manufacturers, 
experimenting, developing and improving 
finishes for metal, wood, rubber, plastic and 
textile products. We will welcome any in- 
quiries on your coating problems — address 
the Stanley Chemical Co., East Berlin, Conn. 


CAD STANLEY CHEMICAL 
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Fig. 1—Stainless steel sink bowl which was pressed with 
a strippable plastic film on its surface to protect the 


finish 


(Photo courtesy Better Finishes and Coatings, Inc.) 


ishing. The strippable envelope does 
not peel or break in the draw, and it 
was reported that it came from the 
press as though it was an integral part 
of the bowl. Thus, there was no oppor- 
tunity for the drawing operation to 
mar the original natural beauty of the 
polished stainless steel sheet. Shown 
in Fig. 1 is a typical sink bowl which 
was drawn from stainless sheets coat- 
ed with strippable plastic film. 

The advantages of strippable plastic 
coating are limited to deep drawn 
stainless parts. Figure 2 shows a cook- 
ing range part, which is an example of 
a moderate forming operation. In this 
operation the coating is used to pre- 
vent scratching and marring of the 
high surface polish on the original 
stainless sheet. The coating is stripped 
off only when the unit is fully assem- 
bled and ready for packaging and 
crating for shipment. The solvent ap- 
plied plastic coatings may be applied 
by the roller coat, spray, dip, or brush 
method. When welding is necessary 
in the fabrication set-up, the coating 
is stripped from .the weld area, the 
welding operation performed, and the 
coating reapplied byspraying or brush- 
ing. It has been reported that the most 
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effective coating thickness, 
taking into consideration the 
demands of deep drawing op. 
erations, is from 0.0015 to 
0.0025 inch. 

A number of manufacturers 
supply strippable plastic coat- 
ings that are used in metal- 
working shops to _ prevent 
scratching and blemishing of 
surfaces during forming op- 
erations suchas pressing, cup- 
ping, or drawing. Because of 
the ease of application of 
such coatings by spraying, as 
wellas theirhigh film strength 
and elasticity, the solvent and 
water dispersion types of strip- 
pable coatings are highly suit- 
able in the metal processing field for 
protecting surface finishes during hand- 


Fig. 2—Cooking range part to which a strip. 
pable plastic coating has been applied to pre- 
vent scratching and marring of the high :sur- 
face polish on the original stainless steel dur- 
ing forming 
(Photo courtesy Better Finishes and Coatings, 
ne. 
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TOUGHER FINISHES...FASTER 





INFRA-RED SYSTEMS 


Uniform heat evenly distributed over the entire 
surface of parts through exact and skillful timing, 
produces a tougher, harder finish . . . when 
the infra-red system is “G-W”. Less smudging, 
chipping or cracking means fewer rejects. 


Part of G-W INFRA-RED Installa- Bs 5 
tion at Yale & Towne Mfg. Co., Intensifying the heat directly upon the work 


Stamford (Conn.) Division Plant. 


while it is in transit means high speed baking and 
drying — often a three-fold increase in production capacity ... when the 
system is “G-W" 

Still other advantages are savings in floor space (overhead, on the surface, 
or in tunnels, G-W conveyors are compact); lower fuel and power costs; 
greater worker safety; reduction in labor costs by mechanically handling a wide 
variety of parts and products by spindles, hooks, belts or special carriers. 

Combined...these advantages ofG-W Infra-Red Systemsspell’S-A-V-I-N-G-S". 

Let G-W—with over 130 years’ experience in materials handling, plus 
specialization on infra-red since its commercial use — design your infra-red 
finishing system. G-W can be profitable for you, too. 


GIFFORD-WOOD CoO. 
420 LEXINGTON AVE. Factory: Hudson, N. Y. 565 W. WASHINGTON ST. 
NEW YORK 17 CHICAGO 6 


G7FoRO-Woood 


SINCE 1814 faster * easier * cheaper 





G-W HANDLES IT... 
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ling and fabricating operations. Hot 
melt coatings, which are applied by 
dipping the objects to be coated into 
the molten plastic compound, are other 
types of strippable coatings, the use 
of which is generally confined to pack- 
aging operations (see also “Materials 
and Methods,” July 1947). 

Whether a strippable plastic coat- 
ing can be used to advantage in any 
particular application depends largely 
on whether the resultant savings in 
lower processing and finishing costs are 
sufficient to justify the cost of the ma- 
terial plus the cost of applying it and 
removing it. The protection afforded 
by the strippable plastic coats has 
been found, in some instances, to pro- 
duce finishes after metal fabrication 
which are highly attractive. 

An important use of the solvent and 
water dispersion type coatings is as a 
masking material during the painting 


of metal products. They are also re- 
ported to be excellent for coating paint 
spray booths. Thus, after excess paint 
has accumulated, the coating with its 
deposit of paint can be easily stripped 
off. One unique application has been 
reported in which strippable plastic 
type coatings are used to protect por- 
tions of metal parts during sandblast- 
ing. The material has also been found 
useful as an anti-spatter medium dur- 
ing certain welding operations. How- 
ever, the use of strippable plastic coat- 
ings as a tough, resilient material to 
prevent scratching of polished metal 
surfaces during fabrication and hand- 
ling may effect considerable savings 
in extra finishing costs when working 
with highly polished surfaces. 
* * * 


Testing Surface Preparation 
ENERALLY speaking, contami- 
nants on metal surfaces may be 
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A Cambridge Quench Tank 
Belt permits continuous heat treating 
of parts from small hardware to large 


t ) fabrications. Mesh and gauge avail- 
é able for any size or weight of product 


WOVEN WIRE CONVEYOR BELTS 


If your product or raw materials must MOVE .. . in pro- 
duction or process .. . there is a Cambridge design to meet 
your requirements. Years of experience in developing, de- 
signing and fabricating woven wire conveyor belts to over- 
come specific problems is your assurance that Cambridge 
engineers can solve your conveyor problem. 

Consult Cambridge engineers FIRST .. . there’s one near 
you ... capable of helping you! 





This valuable reference book is FREE. Shows many 
varied illustrations of Cambridge Conveyor Belts .. . 
gives engineering specifications . . . designs, con- 
struction details. Write today for your copy. 
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se)” Cambridge WIRE CLOTH CO 


Department H Cambridge 1, Maryland 
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termed visible and invisible. Visible 
contaminants, such as grease, oil, and 
dirt, sometimes cause much less trou- 
ble than invisible contaminants like 
alkalis, acids, salts, and hand marks 
for they usually cannot be detected by 
appearance and when present under- 
neath an organic coating accelerate 
corrosion and promote blistering of 
the paint film. 

It is certainly true that many clean- 
ing procedures will provide metal with 
a surface that is clean in appearance 
and yet will not be satisfactory for 
painting. Any cleaning procedure in 
which the final water rinse contains 
small amounts of alkali or soluble salts 
will leave an invisible and active res- 
idue film on the surface of the article 
rinsed therein which is apt to cause 
premature failure of the paint. One 
method that has been recommended to 
protect against alkali in the rinse wa- 
ter is to maintain the solution at a 
pH below 5 with a mixture of chromic 
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acid and phosphoric acids (see also 
Proc. Am. Electroplaters’ Society, 
1946). 

One question that may arise in the 
mind of many metal finishers is how to 
determine which surface preparation 
methods are satisfactory. The visible 
types of surface contamination, such 
as rust, grease, oil, and dirt, can usu- 
ally be detected by examining the ware, 
or, in some cases, the contamination 
may be visible after application of the 
finish. However, the detrimental water 
soluble chemical contamination gen- 
erally is invisible to the eye and gen- 
erally does not exhibit itself by defects 
in the freshly painted surfaces. 

A simple procedure that has been 
suggested for determining if harmful 
water soluble contamination is on the 
metal surface is to immerse a sample 
of the finished ware in water main- 
tained at 90 to 110 deg. F. for 24 
to 48 hours, or, as an alternate, sub- 
ject the finished ware for the same 
time to a relative humidity of 100 per 
cent at 90 to 110 deg. F. under condi- 
tions that promote continuous sweat- 
ing. After either exposure, the film 
should be examined for blister forma- 
tion or abnormal loss of adherence. Ex- 
cessive blistering or noticeable loss of 
adhesion indicates an unsatisfactory 
degree of chemical cleanliness. If no 
failures occur, there is a reasonable in- 
dication that the surface was fairly 
free from the water soluble type of 
contamination, and failure of the fin- 
ish should not occur from this cause. 

* * * 

Selection and Application of 
Primer Important in 
Finishing Aluminum 

HE value of any organic coating 

system for aluminum depends to a 
large extent on the selection of the 
proper primer. Some requisites that 
can be cited for a good primer for alu- 
minum are that it should have good 
adhesion to the base metal; should 
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Unichrome Coatings offer you the 
Right Combination of properties 
for your product...every time! 





Do you finish machines or their acces- 
sories? Then you know the finish must be 
able to withstand both oil and heat—lots 
of it. The right combination in many cases 
may also require hardness, and resistance 
to water, alcohol and gasoline. Unichrome 
Coating B-124 is the finish that meets all 











those requirements — that’s why machine 
builders specify it. 

Whatever you finish, chances are there's 
a high quality Unichrome coating that’s 
exactly right for your product. Why not 
find out about this one coating that will 
give your product longer surface life, and 
improve its “eye appeal” as well? Tell us 
the most important properties you require 
in a finish, and we'll send you full data on 
the Unichrome lacquer that fits. No obli- 
gation, of course. 


SYNTHETIC COATINGS 
AND LACQUERS 


Products of UNITED CHROMIUM, INCORPORATED 


S1 E. 42nd St., New York 17, N.Y. 


Detroit 7, Mich. « Waterbury 90,Conn. « Chicago4,lll. «+ 
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have good resistance to moisture pene- 
tration; should possess flexibility; 
should possess good corrosion inhibit- 
ing properties; and should provide a 
satisfactory base for the top coats. 
Thus, not all metal primers may have 
the characteristics required of a good 
aluminum primer. 

According to the recommendations 
of the Aluminum Company of Amer- 
ica, of the various commercial primer 
pigments that have been used for alu- 
minum, zinc chromate appears to pos- 
sess the most pronounced corrosion- 
inhibitive properties. The primer 
should contain a substantial propor- 
tion of zinc chromate to be most effec- 
tive; namely, at least two-thirds of the 
pigment content. Primers of this type 
are commercially available and have 
been widely used. 

The use of lead pigments in priming 
aluminum should be avoided. Once the 
primer is properly applied, almost any 
durable exterior paint or enamel may 
be employed for the finishing opera- 
tion. In some cases, where the service 
condition requirements are not too se- 
vere, aluminum paint has been found 
to be a satisfactory primer for alumi- 
num. It fulfills the requirement of high 
permeability to moisture, good adhe- 
sion to the metal, and presents suffi- 
cient “tooth” for succeeding coats. 

The question is often asked in fin- 
ishing any metal, ‘““Why is it necessary 
to use a primer ?” The answer is that it 
is seldom possible to build into any 


are desired in a finish. Frequently, the 
binders or vehicles that provide the 
best adhesion and corrosion resistance, 
which are requisite qualities for a pri- 
mer coat, are not the best for color 
retention or lasting gloss; or in some 
cases they may be so dark in color 
and have such high staining power 
that the colors that could be obtained 
in any one coat formulation would be 
muddy and unattractive. Thus, it can 
be seen that a one coat finish in the 
case of any metal must be a compro- 
mise between adhesion and corrosion 
resistance on one hand and lasting 
gloss with attractive permanent col- 
ors on the other. There are, of course, 
in metal finishing operations some 
cases where such a compromise will 
prove satisfactory. However, where a 
finish is to encounter, in any sense, a 
corrosive environment, a corrosive-in- 
hibiting primer coat is recommended. 
This is particularly true for the light 
metal alloys of aluminum, as well as 
magnesium. 

Zinc chromate primer formulated 
with zinc chromate pigment added toa 
phenolic and/or alkyd resin base is 
reported to meet the requirements for 
an aluminum surface primer. This 
primer air dries quickly, being usually 
dry to handle in about five minutes, 
which is a production advantage. Bas- 
ed on recommendations of the Rey- 
nolds Metals Company for finishing 
aluminum, parts coated with this pri- 
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Another Cosine Mahon System Installed 
at Studebaker to Finish New Convertible Bodies 


llustrations here show major units of a new Complete 
Finishing System installed by Mahon at Studebaker's 
South Bend Plant to handle finishing production of 
new convertible bodies. In the automotive field, as 
well as the household appliance field, metal furniture 
field, and many others where fine finishes are im- 
perative, Mahon Finishing Systems predominate. 
Manufacturers with finishing problems turn naturally 
to Mahon for equipment to produce the finest 
finishes . . . they do so becouse they know that 


THE R. Cc. M A 


HOME OFFICE and PLANT, Detroit 11, Mich. 


Engineers and Manufacturers of Complete Finishing Systems 
Hydro-Filter Spray Booths, Filtered 


Machines, Dry-off Ovens, 
Point Sludge 


H ON 


Reclaiming Units, Hydro-Foam Dus? Collectors, end many other Units of Special Prod 


twenty-seven years of experience in this highly 
specialized field, supplemented by constant research 
and pioneering development, has endowed Mahon 
engineers with a wealth of technical knowledge and 
practical know-how not available elsewhere. See 
Mahon's Insert in Sweet’s Mechanical Industries File, 
or, if you are contemplating new finishing equipment 
in the near future, arrange consultation with Mahon 
engineers today. 


COMPAN Y 


WESTERN SALES DIVISION, Chicago 4, Ili. 

cluding: Metal Cleaning Machines, Rust Proofing 
Air Supply Units, and Drying and Ba’ Ovens. Also 
Equipment. 














mer should not be left in storage for 
too long a period since it is reported 
that the paint primer film progressive- 
ly polymerizes or hardens and difficul- 
ty may be experienced in obtaining 
good adhesion of the next coat. 

In all cases, the primer selected 
should be compatible with the top or 
final finish coat and should have good 
adhesion to the base metal. The pri- 
mers should not be softened too much 
or be lifted by the volatile solvents 
used as thinners for other types of 
finishes applied over them. The suc- 
cess of the finishing schedule is de- 
pendent, to a great degree, on the pri- 
mer selected, since the primer must 
act in the role of an adhesive to bond 
itself securely to the metal and to ce- 
ment firmly in place the finish coat 
applied over it. 

The belief is prevalent in some fin- 
ishing shops that primers should be 
applied in a very thin coat and that, 
if in the process of application, a few 


spots on the metal surface are missed 
completely, the top coat will cover 
them up and provide a satisfactory 
finish. In all cases, it is important 
that a primer film be a continuous one; 
as for thickness, in most cases a dry 
film thickness of one-half to three- 
quarters of a mil is considered satis- 
factory. In many instances of poor 
practice, the primer is applied care- 
lessly, leaving spots of the surface un- 
touched or scantily covered, because 
the operator thinks these will not be 
visible after the metal object has been 
completely coated. 

Since the primer is the foundation of 
the entire finishing system, the method 
of application is important and de- 
serves due consideration. In some 
cases, if the aluminum object being 
coated is of an intricate shape or if it 
has interior surfaces that are difficult 
to reach with a spray gun, it may be 
desirable practice to apply the primer 
by the dip method. Most objects can 
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(Illustration made from 
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Main Office: 50 COURT ST. 
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If you have a difficult cleaning job, our Technical Service can help you. Write or 'phone. 


MAGNUSON PRODUCTS CORPORATION 


Mfrs. Specialized Cleaning Compounds for Industry 


In Canada: Canadian PERMAG Products Ltd., Montreal, Toronto 


PERMAG 


—Unequalled for 
Cleaning INTRICATE 
DIE CASTINGS 


PERMAG Cleaning Compounds reach all 
the corners, angles, holes and difficult places, 
as in the part illustrated. 

Note the complicated system of cored 
bosses and the difficult spaces that must be 
cleaned—perfectly clean before finishing. 

The proper PERMAG Die Cast Cleaner— 
works fast, efficiently, economically. 


Write us for details on “PERMAG in the 
DIE CASTING Industry.”’ 


BROOKLYN 2, N. Y. 
Warehouses in Main Cities 
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HARSHAW ANODES and CHEMICALS 


UR job for more than fifty years has been to 
concentrate on improving the quality of the 
anodes and chemicals used by platers. You can depend 
on Harshaw products to keep your production moving. 
NICKEL PLATING . . . nickel anodes—all commercial grades and 


sizes... anode bags... nickel salts— single and double. . . nickel 


chloride . . . nickel carbonate . . . boric acid. 


CHROMIUM PLATING . . . pure “Krome Flake” 99.8% CrO3... sul- 
phates less than .10%... lead, tin-lead and antimony-lead anodes. 


COPPER PLATING . . . copper ball anodes . . . Rochelle Salts... 
sodium and copper cyanides...copper sulfate...copper fluoborate. 


CADMIUM PLATING ... ball and cast cadmium anodes... cadmium 


oxide . . . sodium cyanide. 


TIN PLATING . . . cast tin anodes... sodium stannate... stannous 
sulfate... tin fluoborate . . . acid tin addition agent. 


ZINC PLATING ... ball and cast zinc anodes... sodium and zinc 


cyanide ... zinc sulfate. 
LEAD PLATING . . . cast lead anodes. . . lead fluoborate. 
SILVER PLATING . . . silver cyanide . . . silver nitrate. 


Stocks are maintained in Cleveland and in branches at Chicago, 
Cincinnati, Detroit, Houston, Los Angeles, Philadelphia, Pitts- 
burgh, and New York. 


we HARSHAW CHEMICAL <o. 


1945 East 97th Streét, Cleveland 6, Ohio 
BRANCHES IN PRINCIPAL CITIES 
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Fig. 3—Paint spray booth for finishing aluminum 
(Photo courtesy Reynolds Metals Co.) 


be dipped provided they are not too 
large and do not contain depressions or 
pockets that will trap the paint. In 
any case, proper attention should be 
given to the application, as well as 
selection of the primer, when using it 
as a base coat on aluminum to assure 
a quality finish. 

Figure 3 shows primed aluminum 
parts being finish coated by the spray 
gun method. 

* * * 


Barrel Nickel and Chromium 
Plating 


WO papers were presented at the 

34th Annual Convention of the Am- 
erican Electroplaters’ Society in De- 
troit dealing with recent developments 
in barrel plating techniques. Describ- 
ed in a paper on barrel nickel plating 
by Henry Strow, MacDermid, Inc. 
Waterbury, Conn., were two general 
types of solutions developed for barrel 
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nickel plating. G. Dubpernell and §. 
M. Martin, United Chromium, Inc., 
presented a paper on barrel chromium 
plating. 

In discussing solutions for barrel 
nickel plating, Strow stated that the 
high sulfate type of solution is satis- 
factory for general purpose work and 
can be used almost universally regard- 
less of equipment. Brighteners were 
reported to be available which provide 
excellent results with good throwing 
power. It was also reported that parts 
plated in this solution could be chrome 
plated without difficulty. The other 
type of solution described contains a 
large amount of nickel chloride and 
also uses organic brighteners. Because 
of the corrosiveness of this type of so- 
lution with high chloride content, spe-: 
cial equipment must be used. However, 
it was brought out that this solution 
has high conductivity, a high tolerance: 
for impurities, and is very well suited 
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for a 9 Volt, 4000 Ampere, 40°C. 
65% MOTOR GENERATOR — 
oe) 25% 50% 75% 100% 125% 
LOAD 


fe Typical Life-Time Efficiency curve of ELECTRIC 
bs PRODUCTS motor-generator 





Standardized design cannot meet the varying 
demands of electrolytic service. That's why The Electric 
Products Company designs every motor-generator spe- 
cifically to meet each application requirements. 
Whatever the application, however, all E.P. generators 
have certain. basic refinements of design. 





MICROMETER ADJUSTMENT 
OF INTERPOLES 


POLE SPACERS 


These two features typify the craftsmanship you'll find 
in E.P. Products. Poles and intgrpoles are precisely 
aligned and adjusted to assure sparkless commutation 
and longer brush life. 

For thirty-five years The Electric Products Company has 
been studying the requirements of electrolytic opera- 
tions. E.P. has pioneered practically every new develop- 
ment in the electrolytic motor-gen- 
erator field for many years. 

Specify E.P. motor-generators to 
assure reliable operation unmatched 
by any other source of direct current. 






WRITE FOR BULLETIN 202. It describes 
the entire line of E. P. Motor-Generators 
for the Electrolytic Processes. 


The cost of electricity may seem an insignificant part 
of overall plating costs . . . until you figure it on an 
annual basis. : ‘ 
Biggest determining factor in annual current cost is 
the operating efficiency of the generating. equipment. 
Censider the case of a 4,000-ampere,. 9-volt motor- | 
generator that has an efficiency of only 55% and which 
operates 3000 hours a year at a cost of 1% cents per 
kw-hr. of electricity. If the machine had an efficiency 
of 75%, the User would save $765 per year. 

E.P. motor-generators, 2500 amperes and above, have 
a full-load efficiency of .75% or better—higher than 
equivalent non-rotating equipment. Most important, 
however, this figure represents sustained, life-time 
efficiency. 

When selecting your electrop ig equip keep 
efficiency in mind. Remember that motor-generators 
stay young; continue to deliver plating current at 
minimum cost. 














Every part of an E.P. Motor-Generator 


is readily for inspection and 
maintenance particularly important with 
relation to the bottom brushes. E-P. 
equipment requires no special protec- 
tive equipment. Thirty-four years of 
Operating experience prove that these 
' Motor-Generators function safely under 
the extreme diti ¢ to 
' gost electrolytic operations. 
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for the production of heavy plates. 

The high sulfate solution described 
was of the Watts type with the addi- 
tion of magnesium sulfate to improve 
the conductivity. One solution compo- 
sition recommended for use with 12 
volts operating potential was of the 
following composition: 


Mickel sulfate ...........55.% 32 to 40 oz./gal. 
Nickel chloride............ 8 to 10 oz./gal. 
Magnesium sulfate ....... 24 to 32 oz./gal. 
PD MOK soa ie Noweacoaes 5 oz./gal. 


Temperature of operation 
Approx. 130 deg. F. 
pH of operation............+++00- 5.2 - 5.6 
Non-metallic tank linings and heat- 
ing coils are required for the high 
chloride type of barrel nickel solution; 
it was brought out by Strow that all 
materials used in barrel construction 
for use with this type of solution 
should be of a type approved for bright 
nickel plating. The conductivity of the 
barrel solution of the chloride type was 
reported to be more than twice that 
of the sulfate type of electrolyte and 
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@ Cut faster 
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Our 25 
years experience, 
exclusively in buffing 
and polishing compounds, as- 
sures you of the right compound 
for the right metal. 
Send a sample— ask for rep- 
resentative to call. 


GARRISON & CO., INC. De» 1 HAVERHILL, MASS, 
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the plate, although slightly harder 
than that produced from the sulfate 
type of electrolyte, was said to be ex- 
tremely adherent and not subject to 
peeling or flaking, even when plated 
to a thousandth of an inch thickness, 
The approximate solution formula sug- 
gested for the high chloride type of 
electrolyte was as follows: 


INACKKG) SUIERE: os6.5.8 0460 0.0 20 to 25 oz./gal., 
INICKOC! ChIOVIGS. 6 s.6050.2605 20 to 25 oz./gal. 
SOMES TOI or oct ecrnd mtietelweees 5 0oz./gal. 


Organic brighteners, Use as recommended 
Temperature of operation 

Approx. 130 deg. F. 
PEI MOL SOMION: 625 )6j5is sic seceic oreve oie 0 4.5 - 5.0 


According to information presented 
by Dubpernell and Martin, barrel 
chromium plating as practiced today 
in special equipment is confined to the 
plating of a thin layer of work only, 
and the parts cannot be heaped up in 
a thick layer or mass or plated in large 
production volumes, as in barrel plat- 
ing with zinc or cadmium. The distinc- 
tion brought outwas that barrel chro- 
mium plating is adapted or recom- 
mended for parts which cannot be 
otherwise chromium plated econom- 
ically, if at all. Examples would be ex- 
tremely small parts or parts of such 
shapes that would not be adapted to 
racking, wiring, or basket plating. 

It was stated that a plating time of 
10 minutes is generally used in the bar- 


rel operation which was reported to | 


provide an average thickness of bright 
chromium plate of about 0.000005 to 
0.00001 inch. This is about equivalent 
to 1 to 2-minute plating time in a still 
tank under the conditions commonly 
used for bright plating. The maximum 
speed for bright plating in the barrel 
operation was given as about 0.00001 
inch per hour or perhaps a little less. 
It was also recommended that the 
work should preferably be nickel plat- 
ed prior to barrel chromium plating 
to a minimum thickness of 0.0001 to 
0.0002 inch. 

Finishing engineers may be inter- 
ested in investigating further these 


January, 1948 





“CQ 








Ja 








‘der 
‘ate 
ex- 
to 
ted 
SS, 
ug- 

of 


ral, 
yal, 
ral, 

led 


5.0 
ed 
re] 













Fuzzy 
“Camb’s Wool” 


Surface 
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sprayed on 
CLAREMONT 
FLOCK 





VE) decoratively 
on packages, ot- 
tles, displays, etc., 
or as protective fini- 
ishes and insula- 
tion on industrial 


products, 
REM ON T “Lambkin’” toy manu- 
om a 
L oc on 4 factured by Wakouwa Toy 
F ee pwc heparan to Sr = -- 
n . . flocking accomplishe ¥ 
offers rages! G. |. Flocking, 124 W. Bist SY 
advanta 





We can recommend many flocking specialists who will be 
glad to work with you and for you. Complete details, color 
cards and samples furnished on request. Inquiries invited ! 


CLAREMONT sew samesnin 


The Country’s Largest Manufacturer of Flock 
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Cut Costs, Increase Output 
with this Fast-Baking Oven 


Despatch “RS” Finish Baking 
Ovens are very successful for re- 
pair shops and plants with small 
batches of products. Up to 50% 
faster baking .. . high volume air 
flow ... approved safety system 
...gasor electric . .. moderate in- 
vestment and low operating cost. 
Comes ready for operation—no 
engineer required to set it up. 


| Applications: For baking thermo- 
hi set finishes on coils and stators; 
é phenolic coatings on grills and 
| unit assemblies; finish work on 
japans or lacquers; drying latex, 
ink, glues, asphalt; light core bak- 
ing, dehydrating; preheating plas- 
tics, aging, and drying, etc. Fast 
curing or drying of synthetic 
films, dulux, lacquer, enamels. 
Write for bulletin on RS-4 and RS-5 Ovens. 


DESPATCH 


— is 
Established — wae ace in 1902 


327 DESPATCH BLDG. MINNEAPOLIS 14, MINN, 
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new developments reported for the 
bulk handling of small parts in elec- 
troplating operations. 

* * * 


Chemical Treatment Improves 
the Corrosion Resistance of 
Tin Plated Steel 


A process for increasing the corro- 
sion resistance of tin plated steel, 
known as “Protectatin,’”’ has been de- 
veloped as a result of a program of 
work by the Tin Research Institute. 
As early as 1940, the Tin Research In- 
stitute in England began development 
work on a practical means of produc- 
ing a protective film on tin plated 
steel; later, Battelle Memorial Insti- 
tute, in this country, assisted in the 
program. It is reported that the pro- 
cess has now been developed to a point 
where a thin, invisible oxide film can 
be produced on tin plated steel in 20 
seconds or less (see also ‘Materials 
and Methods,” August 1947). The pro- 
cess consists of simply dipping the tin 
plate in a hot alkaline phosphate- 
dichromate solution containing a suit- 
able wetting agent. The resulting film, 
reportedly, protects the tin plate from 
sulfur staining, greatly retards rust- 
ing in moist air, and provides a good 
base for paint on thin electro-tinned 
plate. The composition of the solution 
recommended for use is as given below: 


Constituent Concentration 
g./l. Ib./100 
gal. 
Trisodium phosphate 
(crystalline) 20 24 
or 
(Trisodium phosphate 
anhydrous) (9) (10.8) 
Sodium dichromate 8 9.6 
Sodium hydroxide 22 26.4 
Wetting agent 3.0 3.5 


During the filming process, the tem- 
perature of the solution should be 
kept as high as possible, within the 
range of 140 to 185 deg. F. With brush 
type washers it is reported that a sin- 
gle pass of the work through the ma- 
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SILVER 
PLATING 


uM 
“WHITE” 
TYGON-LINED 
TANKS 









There’s as much difference between 
using a “white” Tygon-lined tank and 
an ordinary tank, in silver-plating, as 
there is between working in daylight and 
dark. With a “white” Tygon-lined tank 
you have real solution visibility, and 
clear-seeing to the bottom of the tank. 
You can tell quickly when to filter; you 
can see any parts that may have dropped 
to the bottom, which if overlooked could 
cause contamination. 


With Tygon-lined tanks you can be 
sure of freedom from sulphur contami- 
nation; you can be sure of cutting current 
losses to a minimum; you can be sure of 
stopping silver treeing-up on tank walls. 

Tygon, the chemically inert plastic, is 





, 


uU. S. STONEWARE 










. Improves 

solution visibility 
8 

Prevents contamination 

) 

Cuts electrical losses 
@ 

Stops treeing-up 

on tank walls 


applied in sheets 3/32” thick, by our own 
special process, to tanks of any size or 
shape, either at our plant or in the field. 

Tygon tank linings will resist any 
plating solution, have excellent electrical 
insulating properties, high abrasion 
resistance, operate perfectly at tempera- 
tures up to 175°F., and show no chemical 
deterioration with age. 


@ Tygon is your best bet for your next plating tank 


Akien 9, Che 
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chine, requiring about 2 seconds, is 
sufficient. Where simple dipping is 
used, the immersion time should not 
be less than 10 seconds at 185 deg. F. 
to 20 seconds at 140 deg. F. The wet- 
ting agent is an important constituent 
of the bath, improving the detergent 
and wetting properties of the solution 
and thus allowing the filming to pro- 
ceed rapidly. It has been recommended 
that commercially available wetting 
agents, such as Drysonol ME dry, 
Merpol B, and Tergitol 4, are said to be 
satisfactory for use in this alkaline 
solution. 

In recent years, the use of tin plate 
on steel as an undercoat for paint has 
received considerable attention; thus, 
finishing engineers dealing with tin 
plated steel may wish to investigate 
this method for improving corrosion 
resistance. 


Dixie Dust Collectors. A 12-page cata- 
log published by the Dixie Manufacturing 
Co., Inc., 1324 Russell St., Baltimore 30, 
Md., presents illustrated, descriptive, and 
tabular information on tubular and hood 
dust collectors for industry. Typical in- 
stallations of the equipment are shown 
and discussed, with tables of helpful en- 
gineering data presented. Copy of Gen- 
eral Catalog No. 47B free upon request. 





“Grits and Grinds” Vol. 38, No. 10. This 
edition of the monthly house organ pub- 
lished by the Norton Co., Worcester 6, 


“Mass., is devoted primarily to an illus- 


trated article entitled ‘‘Precision Tum- 
bling #@ Metal Parts’’ by R. M. Lord, Nor- 
ton grinding engineer. Topics covered in- 
clude advantages, grit sizes, untumbled 
abrasive, tumbled abrasive, abrasive 
tumbling applications, tumbling equip- 
ment, size of abrasive to use, amount of 
abrasive to use, cleaners and compounds, 
and so on. 

Copy of “Grits and Grinds’”’ Vol. 38, No. 
10 free upon request. 








HIS illustration provides a view of one of the ‘'merry-go-round’’ assembly lines in Buick 

Motor Division’s new sheet metal plant, showing workmen sprdying hoods for Buick auto- 

mobiles. Painting operations in the huge new plant require 40,000 gallons of paint-in process 
and storage facilities for an additional 40,000 gallons. 
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Du- Lite the Dependable 
Black Finish for Steel.... 


When your production problem calls for a fine, uniform black finish for steel 
parts, an oil-absorptive, rust-resistant, anti-friction finish; a finish imposed at 
non-critical temperatures as an integral part of the surface itself without any 
change in the dimensional or reactive characteristics—you will find your answer 


od 
in the DU-LITE PROCESS. 


DU-LITE has solved black finishing problems for a host of satisfied clients whose 
products meet exacting requirements in good appearance, long service, depend- 
able protection and smooth operation. 


A DU-LITE field engineer will gladly consult with you on your problem and 
prepare samples of your work finished in DU-LITE. He will demonstrate to you 
how you can install this simple, proven process in a small, convenient spot in 
your plant and operate it with your own personnel. Write for descriptive 
literature. 


THE Da-Lite CHEMICAL CORPORATION 


. 100 River Road .. . Middletown, Conn. 
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Part 17—First in a Series of Discussions Covering the Develop- 
ment of Finishing Materials Used in Barrels 


By H. LEROY BEAVER 


Barrel Finishing Consultant 
Lansdale, Pennsylvania 


during which these series of edi- 

torial discussions covering various 

phases of the barrel finishing of 
metal products have been published, 
there have been very many of our read- 
ers who have asked that we devote 
both time and space to the tracing of 
the origin and development of the 
multitude of materials which have 
been used in barrels and that have 
some application both in the matter of 
removal of surface area of parts or, 
in lieu of that, the production of 
smooth or brightly burnished surfaces. 
With regard to such materials, we have 
two very early references, the first of 
which was suggested by Mr. Albert 
Pott, sales manager of The Baird Ma- 
chine Company, in his citation of a 
brief episode from a very early, or 
should we say medieval, description 
of the manufacture of armor by early 
English armorers and most likely hav- 
ing reference to the production of 
either scale or chain type armor. Here- 
in it was stated that “Ye apprentice 
was required to place the parts in a 
cask along with small jagged stone 
fragments, and then to roll the cask 


q: the period of over ten years 
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about upon the ground until all parts 
were smoothed.” This work, no doubt, 
was published at a time when tilting, 
jousting, and such other forms of ac- 
tivity were much in vogue, and it is 
very likely that we can find what 
could be termed a paraphrase of this 
same story in another story originat- 
ing in Waterbury, Conn., in the early 
days of this country’s activity in bar- 
rel finishing wherein it was claimed 
that metal parts were funneled into 
used wine casks, sharp sand and water 
were added and then the casks were 
rolled about until the parts attained a 
finish somewhat akin to a later wheel 
process generally termed “ashing.” 
Whether to credit these stories we 
hardly know, however once, mostly 
out of curiosity, we assumed a keg 
rolled over and around for a length of 
time equivalent to a present-day long 
and narrow barrel, and in that equiva- 
lent length of time we figured that 
such a keg could have been rolled a 
distance about equivalent in miles for 
a trip from Waterbury to Torrington 
and return. We rather casually men- 
tioned this fact one evening when it 
was our pleasure to be the guest speak- 
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er before the Bridgeport Chapter of 
the American Electroplaters’ Society, 
and following which it was our good 
friend Ray O’Connor of the Contract 
Plating Company, who knows Connec- 
ticut inside and out, remarked, ‘It 
could be, because there was undoubted- 
ly plenty of hard cider available on 
poth the outgoing and incoming route 
to lend courage and stamina to the 
cask rolling contingent.” 

Our second reference to early ma- 
terials or processes is one suggested 
by our good friend George B. Hoga- 
boom of a translation from his copy of 
an original Rosselieurfrom the French, 
in which it was described first that 
small metals or metal parts along with 
sharp small stones, rounded pebbles, 
and bits of wood were all enclosed 
within a goat skin bag that was rolled 
about until smooth surfaces were ob- 
tained on the parts. Secondly described 
was a later development where metal 
parts along with small jagged parti- 
cles of minerals were enclosed in a de- 
vice much like the old fashioned hand- 
operated peanut roaster with which we 
oldsters should all be familiar because 
most every hamlet in the country 
boasted one or more of them, but 
which would be regarded more in the 
light of antiques in this day. This met- 
al drum was then turned with a hand 
crank until the desired finishes were 
obtained. 

We suppose that we should now say 
that both of these methods, if they 
could be so termed, are shrouded in 
the mists of antiquity quite as they 
should be, but just to show how some 
of these ancient conceptions have a 
sort of rebirth or renaissance it has 
only been a few years ago that a some- 
what similar peanut roaster type of 
burnishing barrel was actually intro- 
duced in the food service field for the 
maintenance barrel finishing of silver- 
ware. This unit was a small eight-sided 
barrel which contained steel balls and 
was turned with a crank for a suggest- 
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Whether you have wet spray booths 
or dry .. . DU BOIS can save you long 
hours of maintenance labor and assure 
you of peak performance and top 
production. DU BOIS ENGINEERED 
SERVICE gives the closest approach 
to perfection in the operation and 
maintenance of spray booths. 

PIGMENTED 


FILMIT OR CLEAR 


A protective coating that prevents paint 
overspray from sticking to dry areas of paint 
spray booths. Simply spray or brush on. 
For clean-up, peel off or wash off 


KLARIFIANT 


Twin action water wash compound for spray 
booth water curtains. 

Eliminates : 

- Plugged nozzles. 

. Water breaks. 

. Clogged lines and pumps. 

. Sludge in reservoir. 

. Loss of pressure. 


FERRO-TERJ 


For periodic cleaning of wet spray booths. 
Cuts deposits from tank, waterfall sheet, 
pump lines and nozzles, quickly, cleanly, 
safely for periodic purging. 

. 
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Let DU BOIS take spray booth “headaches” from you. 
Hundreds of plants have eliminated their booth problems 
with DU BOIS. Convince yourself by writing for com- 
plete information. 
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ed period of twenty minutes to produce 
a bright luster on silver plated flat- 
ware especially. 

Many readers have asked if a com- 
plete bibliography of barrel finishing 
could be compiled. For our own part 
we have searched through library after 
library, both technical and otherwise, 
as well as old files of trade papers con- 
taining articles on barrel finishing, but 
for the most part we have found only 
so-called “write-ups” wherein some 
gifted writer with high sounding 
phrases proceeds to make claims for 
a particular manufacturer’s line that 
are literally “out of this world” with 
regard to results to be obtained from 
the installation and use of either ma- 
terials or devices or both. Therefore, 
we disregarded such information and 
proceeded to literally start fromscratch 
in our attempt to prepare a history of 
barrel finishing. The present discussion 
provides an explanation of data we 
have unearthed. 

It is our conviction that nothing 
constructive or educational was devel- 
oped in the field of barrel finishing pro- 
cedure before the year 1885, just 63 
years ago. We would be entirely sat- 
isfied to date the barrel finishing pro- 
cedure which we now know on the 
foundation of the experiments that 
were started at about that time. Nat- 
urally, we have reference to the work 
and activities of Edmunds in England 
which from all we can learn were in- 
itiated in the year 1885. It has been 


next to impossible to obtain accurate 
information as to the sequence of the 
things he attempted and much of what 
we have must be said to be legendary, 
We are told that barrel finishing first 
excited his interest while he was 
watching a revolving screen at a stone 
crushing establishment and, noting the 
bright polish of the inner surfaces of 
the perforated screen, he reasoned that 
if these small crushed stone particles 
could be retained within a suitable re- 
volving barrel or drum and if the met- 
al parts were added that they too could 
be made to take on the same bright 
finish as the inner surfaces of the bar- 
rel shell. It is reported that after build- 
ing a barrel he variously tried crushed 
stone with its jagged cutting edges, 
passing from this to seashore pebbles 
and later adding crushed shells of na- 
tive bivalves which might have been 
oysters, clams, scallops, or whatever 
was available. However, it is not a 
matter of record that he ever realized 
that when he added his oyster or clam 
shells that this was most likely the 
first application of lime in one form or 
another in the barrel finishing process. 
since the lime as represented in this 
way is nature’s own method of pro- 
ducing an almost pure form of calcium 
carbonate. 

In using the crushed stone particles, 
Edmunds discovered that the greatest 
amount of surface removal occured in 
the first running of the crushed stone 
and that as the cutting edges were 
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KALAMAZOO TANK & SILO CO. 


Plating and Pickling 


Excellent Service on all types of 
» wood tanks for any purpose. Built 
®, to your specifications by one of 
America’s oldest tank specialists. 


Ask for estimates and suggestions. 
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THIS ANODIZING SET-UP 
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COOLANT OUTLET 


CONTROLLER 


TEMP. 


ANODIZING TANK - 
! 


' 
THERMOMETER 


DURCO EQUIPMENT FOR ANODIZING 


1. MODEL 40 DURCOPUMPS — With 
capacities up to 2000 GPM for 
heads up to 230 ft. 

2. DURCO NO. 4 HEAT EXCHANGER 
—4C cooler, capacity 45,000 to 
90,000 BTU per hour. Multiple 
units in either series or parallel 
arrangement, if additional capac- 
ity is required. 

3. DURCO Y VALVES—Full opening 
with nearly straight flow. 

4. DURCO SPLIT FLANGED PIPE 
AND FITTINGS—in sizes from 1° 
to 8°’ 1.D. Larger diameters made 
to order. 

5. DURCO TANK OUTLETS—For 
either thin or thick wall tanks and 
for flanged or lead pipe con- 
nections. 

For complete information on all of 

the above types of 

Durco equipment ask 


BOI TSU TL Le)NIRGOY I INNRAMET TAM for Bulletin Folder R. 


Five kinds of Durco equipment de- 
fend your anodizing installation against 
corrosive attack. This equipment is self- 
protected by the alloy of which each unit 
is made, Duriron. 


Duriron is a Durco iron alloy containing 
approximately 14.5% silicon. This ele- 
ment gives it an extremely high resistance 
to sulfuric and chromic acid and to a 
wide range of other corrosives. Duriron’s 
corrosion-defeating abil- 
ity is permanent and 
uniform throughout. 

Durco Adv. 26-GM 








DAYTON 1, OHIO, U.S.A. 
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Fig. 1—Drawing of early can-type barrel finishing unit 


rounded off, the rate of removal de- 
creased rapidly and then instead of a 
cutting down action as we would call 
it today, he obtained a rubbing or 
smoothing operation from the jagged 
parts which by this time, no doubt, 
more nearly resembled natural peb- 
bles than anything else. We are told 
that this first jagged material was de- 
rived from what was termed “pot 
stone,” later shortened into simply 
“pot.” This material was a form of 
magnesium silicate or steatite differed 
very materially in both structure and 
characteristics from the seashore peb- 
bles which he used at a later date along 
with soap and water, not as a lubri- 
cant, but as a means to wash the sur- 
faces of the parts as they were smooth- 
ed by the rubbing action of the smooth 
pebbles. For the most part he found 
that pot stone was comparatively soft 
or friable in nature and that it did pre- 
sent some interesting characteristics 
in that the parts would fracture and 
then continue to refracture, each time 
presenting new cutting edges to act 
upon the metal parts in process. He 
discovered that the best results were 
obtained with the use of particles of 
roughly %-inch size in the initial 
charge which was operated until the 
particles completely disintegrated into 
almost what we would term “mud.” 

It is not too difficult for us to see 
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that even at that time Edmunds must 
have had some conception of the fac- 
tor of the number of points of contact 
per inch of surface area with regard 
to the degree of efficiency of the sizes 
of materials used. As to the size and 
shape of the barrel he used in these 
original experiments we do not know, 
but it might be safe to assume that 
the barrel was not unlike the Edmunds 
Barrels that were first imported into 
this country in 1901 and which were 
of the long and narrow type and not 
unlike the present-day Baird Barrel 
except that they were not of the end- 
opening type. 

In tracing further the application of 
finishing materials used in barrels, we 
came upon another and quite different 
type of barrel. While many of the first 
barrels to be used were simply cylin- 
drical shells and very often discarded 
sections of boilers, stacks, or other 
round instrumentality, these different 
types of barrels were an innovation 
over anything we had ever seen before. 
In their general appearance they re- 
sembled a squat type of milk can such 
as are used by dairies. About sixteen 
inches in diameter and eight inches 
wide, they each had a neck or end 
much like a milk can and were oper- 
ated in what we would call gangs, as 
shown in Fig. 1. The can-type units 
were rotated by means of long shafts 
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© At $35.00 a 
Troy ounce, 
U. S$. Govern- 
ment Treasury 
Gold is avail- 
able to indus- 
try. That price 
is fixed by law 
— and there 
are no bargains 
in the precious metal! Robinson, in the 
compounding of Assayed Gold Plating 
Solutions and Salts, uses only U. S. Gov- 
ernment Treasury Gold! To match the pur- 
ity of the gold in the process of blend- 
ing, only the highest grade chemicals are 
used. With this assurance of top quality 
in every bottle—plainly marked as to 
“certified’’ gold content — ‘‘Robinson’s 
Assayed’”’ Gold Plating Solutions and Salts 
are a safe bet for your plating room 
efficiency and economy. 








POTASSIUM GOLD 


CYANIDE SALTS — 
(41%, 46%, 50% and 
67.5% Troy or Avoir- 


dupois. Bottled 
quantities desired. 


RKODIUM 


PLATING SOLUTION 





Feel free to write—your 
inquiries become our im- 
mediate concern! Ask for 
our booklet, ‘Precious 
Metal Plating'’— it's 
FREE! 


RHODIUM SOLUTIONS— We 
distribute the internationally 
known Johnson-Mathey Rho- 
dium—a precious metal of the 
platinum group that deposits 
a brilliant white lasting fin- 
ish at low cost. 
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Liquid Gold Plating 
Concentrates — 100% 
gold content. Com- 
plete line in a vari- 
ety of colors for all 
specific needs. Sold 
by Troy weight. 








@24K LIQUID GOLD CONCENTRATE 
—Used for Flashing and Coloring. 
@SPX No. 3 LIQUID GOLD UNDER- 
COAT — Used as undercoat on brass, 
copper, silver and soft soldered work. 
@SPX No. 5 LIQUID PINK GOLD— 
Provides uniform pink finish. 

@ POTASSIUM GOLD CYANIDE SALTS 
—(41%, 46%, 50% and 67.5% 
gold content). 

Many new shades to meet changing 
styles are available. 
RHODIUM SOLUTIONS—We distribute 
Johnson-Matthey Rhodium Solutions 
that provide an excellent, long-last- 

ing white finish at low unit cost. 
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which supported a dozen or more of 
the units and were all driven by fric- 
tion. The arrangement was such that 
one shaft was driven while the secon- 
dary shaft idled but helped to support 
the barrel or can-shaped members. 
Had these cans been made either six 
or eight-sided, as would be the present 
day practice, it would have been nec- 
essary to have circular bands around 
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Fig. 2—Drawing of can-type barrel with peri-~ 


phery cut away to show pins which are 
inserted through the barrel to 
help raise the mass 


the outer shells to provide an even 
track from which the barrels would 
be driven. Therefore, to compensate for 
this lack of “lift” in the inner struc- 
ture of the barrels, the periphery of 
each can was punctured in a regular 
pattern and pins were inserted and an- 
chored to the barrel or can shell, as 
shown in Fig. 2. These pins had a ten- 
dency to provide lift to the mass in op- 
eration in the barrel, as well as to keep 
the parts in constant motion rather 
than to have them simply swish back 
and forth in the bottom of the can as 
it revolved on its shafts. 

We have only seen these can-type 
barrels in one industry. In their early 
history, their first use and develop- 
ment were attributed to the English 
Spencerian Pen Company where they 
were used to remove the burrs from 
writing pen blanks and then to provide 
a final finish or polish to the pens, as 


82 PRODUCTS FINISHING 


well as to round off and polish the nibs 
so as to provide for a smooth and even 
writing surface. That these barrels 
must do an admirable job seems to be 
borne out by their years of continuous 
use, and we wonder why they have 
never been adopted in some of the 
other manufacturing fields where small 
parts of light specific gravity might 
well be operated in much the same way 
as pen points. In connection with the 
can-type barrels we find one of the 
earliest applications of fragmented 
minerals as a finishing medium. Small 
particles of what was termed Scottish 
Pot were used but we cannot say that 
the material was actually of Scotch 
origin. However, we do know that at 
least one of our prominent manufac- 
turers of pens for a long period of time 
imported this material for use in their 
barrels until they managed to find an 
American material that served equally 
as well. 

Many of these experiments conduc- 
ted in the eary years of barrel finish- 
ing procedure were interesting and we 
have at one time or another undertak- 
en to duplicate some of them. One of 
these we touched upon in the discussion 
of September 1938 wherein we detail- 
ed the operation with crushed mica 
schist (granite) chips combined with 
crushed oyster shells for an operation 
in a barrel for smoothing small iron 
castings in preparation for painting. 
This was in no sense a new develop- 
ment since it had already been tried 
by Edmunds in England at least forty 
years before. 

Much has been said and written in 
recent years regarding barrel finishing 
compounds but there is little here 
either that is new for compounds were 
used in this country in New England 
as long as thirty-five years ago. George 
E. Abbott tried out many combinations 
of binders and abrasives, one of which 
we distinctly recall as being melted 
cocoa butter into which he stirred as 
much fine emery as the solution would 
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An old, inadequate fume removal system has been put in 
the shade by a new, efficient KIRK & BLUM Engineered 
System installed in the pickling and plating rooms of 
Troy Sunshade Co. Individual hoods sweep a curtain of 
air across each fume-producing tank, pick up irritating 
fumes before they can affect the efficiency and health of 
plating employees. 


No matter how large or small your plating operations, 
Kirk & Blum Engineers can design a system that will keep 
fumes OUT . . . production UP, in your plant. Write for 
descriptive booklet ‘‘Fan Systems for Various Industries."’ 
A Kirk & Blum Engineer will be glad to show you the 
money saving advantages of an up-to-date fume or dust 
removal system. The Kirk & Blum Mfg. Company, 2816 
Spring Grove Ave., Cincinnati 25, Ohio. 


FOR CLEAN AIR... THE INVISIBLE TOOL 


KIRK lum 


FUME CONTROL SYSTEMS 
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AT TROY SUNSHADE CO., TROY, OHIO 
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One section of pickling and plating depart- 
ment at Troy Sunshade Co. Note fume- 
collecting heads on tank at right and three 
tanks in left background. 

Fume exhaust and blower enclosure for 
above. Note clean, compact lines. 
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hold and then operated in a barrel, the 
theory being that the melted grease, 
as he termed it, would hold the emery 
firmly to the parts he was finishing as 
well as the finishing material and thus 
provide a faster cutting action. For a 
finer and smoother finish he incorpor- 
ated both crocus powder and rotten 
stone in a binder material of the same 
character. We are told that at one time 
it was a matter of common practice to 
shave cocoa butter from a block into 
the barrel, then add very hot water 
and caustic: soda and thus actually 
produce a burnishing soap within the 
barrel while it was in operation. 

We often wonder when going back 
through the years to these early exper- 
iments why some of our local and cur- 
rent “inventors” who years later stum- 
ble upon a similar idea immediately 


CUT DOWN REJECTS 


WITH 





CLEANING BATHS 


You'll find this synthetic de- 

tergent effective 

—as a wetting agent 

—as an emulsifier 

—in dispersing lime soaps which 
might cause poor plating if al- 
lowed to deposit on the metal 

—in speeding rinsing — minimiz- 
ing water marks i 


Write for further information about Orvus to 


: 
! 
i IN YOUR METAL 
‘ 


PROCTER & GAMBLE, Cincinnati 2, Ohio 
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consider themselves as the very first 
ones to think of any such proceeding. 
Whereas, if they had used even a small 
amount of diligence they might have 
learned that the very thing they hoped 
they had discovered was in truth and 
in fact only the revival of what some- 
one else had tried and in many cases 
abandoned many years ago. 

There is something in the laws re- 
garding patents that has to do with 
the thing called “anticipation.” There 
is another phrase that is termed “the 
doctrine of prior use,” as well as a 
third phrase where, if a method or 
material or a combination of both is 
discovered, tried, adopted, and no ef- 
fort whatever made to obtain protec- 
tion of the discovery in the form of a 
patent, the discovery is permitted to 
come under a “dedication to public 
use.” 

When you think you have discovered 
something new in the field of barrel 
finishing materials or procedure, it is 
advisable to delve backward through 
the years to learn what someone else 
might have and did do before you. 
Metallic burnishing materials, steel, 
balls and the like, did not come into 
general use in this country until about 
1901, and so, on the application of non- 
metallic materials your search should 
go backward from that point. Of 
course you can secure a patent, but 
suppose you try to protect it only to 
find that documentary evidence is 
brought in showing that the identical 
process and materials were discovered 
and used and not only that, but dedi- 
cated to public use by someone else 
years before. 

(To be continued) 





Boston-Bradley Adjustable Blade, a de- 
vice for laying down film-forming media 
of any predetermined film thickness, is 
illustrated and described in a four-page 
leaflet now available free from the Henry 
A. Gardner Laboratory, Inc., 4723 Elm 
St., Bethesda, Maryland. 
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Outstanding for protection against pitting, spotting, Ab soP 

poor adhesion, formation of nodules, etc., which mean “Sealed Disc” 

rejects and reworking, “Sealed-Disc” Filters have won %\) BE 

high reputation in plating rooms large and small all PILTe 

over the world. For Probing *" 

You too, can take advantage of the savings in time and 

— by using an Alsop “Sealed-Disc” Filter in your 

plant. 

**Sealed-Disc” Filters remove all traces of dirt, dust, oil, 

sludge and all other impurities from plating solutions. — nie ve cee 

They are light, compact, portable and easy to move P-347 which tells ye A 

from one tank to another for instant use. how, why and where 

Our new catalog gives you all the facts. eae bina wa gan 

The Alsop Engineering Corporation, 301 Keen Street, ar sae ‘can vom 
Milldale, Connecticut. plating solutions. 


ALSOP ENGINEERING CORPORATION 


Filters, Filter Discs, Pumps, Tanks, Mixers, Agitators 
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PRACTICAL APPLICATIONS 
of Uedem Products 








Gas-Fired Equipment Used in 
Baking Painted Auto- 


mobile Frames 


T HE uses of gas fuel in the auto- 

motive industry are almost as 
varied as the number of different parts 
produced. At The Midland Steel Prod- 
ucts Co., Midland, Mich., where nearly 
one-third of all the passenger car and 
truck frames used by automobile 


manufacturers are fabricated, gas- 
fired equipment is of primary impor- 
tance in the baking of finishes on the 
painted frames. 

A conveyor chain 1,000 feet long 
picks up the unfinished frames at the 
end of the production line, as shown 
in Fig. 1, and transports them succes- 
sively through a wash chamber, paint 
spraying section, and paint drying 
oven where four direct gas-fired recir- 
culating air heaters with a total input 





Fig. 1—At the end of the production line at The Midland Steel Products Company, unfinished 
automobile frames are picked up by a 1,000-foot long conveyor chain for 
transportation through various stages for finishing. 
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ALODIZING Aluminum Regulator Covers in Mechanized Equipment. 





ACP 


RUST PROOFING 
AND PAINT BONDING 
Granodine * 
Daridine * 
Alodine * 
it * 
Thermoil-Granodine % 
RUST REMOVING 
AND PREVENTING 
Deoxidine * 
Peroline % 


PICKLING 
ACID INHIBITORS 
fine * . 





AMERICAN CH 
AMBLER 
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Photograph courtesy of the Minneapolis-Honeywell Regulator Company. 


ALODIZING — Ai New Order 
of Durability For Aluminum 


ALODIZING, the modern ACP chemical process utilizing 
“ALODINE”*, provides the utmost in protection for both painted 
and unpainted aluminum. 

ALODIZING greatly increases aluminum’s natural resistance to 
corrosion and transforms its surface into a durable bond for 
firm finish adhesion. 

This new process requires no electricity—elaborate equipment— 
or high temperature. Operated effectively at 120° F., 
ALODIZING requires but 2 minutes for application by immers- 
ion, or 30 seconds when applied under pressure in a power 
spray washer. 

Simple, rapid and economical, “ALODINE” makes high quality 
aluminum protection available to all industry and all types of 
production. 


r PAINT CO. 


PENNA. 
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Fig. 2 — A turntable 
device located at the 
outlet end of the paint 
drying oven allows 
for easy handling of 
finished automobile 
frames in stacking for 
transportation to the 
storage yard. 


of 8,000,000B.T.U. 
per hour bake on 
the finish. The 
gas-fired paint- 
drying oven is 18 
feet wide x 28 feet 
high x 160 feet 
long, and the four direct-fired recircu- 
lating heaters provide air at a tem- 
perature of 350 deg. F. The capacity 
of the oven is approximately 100,000 
lb. of work per hour, or 350 automobile 
and truck frames. 

As shown in Fig. 2, a turntable de- 
vice is located at the outlet end of the 
gas-fired paint drying oven to allow 
for easy handling of the finished car 
and truck frames in stacking for 
transportation to the storage yard. 
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Rubber Linings Protect Metal 
Barge Tanks 


NE of the largest jobs of lining 
tanks with rubber was recently 
completed by The B. F. Goodrich Com- 
pany in the barge “Sayreville,’’ owned 
by the National Lead Company and 
used to haul dilute sulphuric acid 
waste from the company’s paint plant 
between South Amboy and Sayreville, 
New Jersey, and dump it into the At- 
lantic Ocean 10 
miles off the New 
Jersey coast. Said 
to be the largest 
non-propelled ves- 
sel ever built, the 
barge has an 
overall length of 
264 feet 3% 
inches, breadth of 
43 feet, designed 
draft of 13 feet 8 
inches, and dis- 


Field workmen of The 

B. F. Goodrich Com- 

pany installing rub- 

ber linings on one of 

the eight main tanks 

of the barge ‘‘Sayre- 
ville’ 
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ACME 


SEMI-AUTOMATIC 
AND LATHE 
COMBINATION 
UNIT 


Four spindle Auto- 
matic Indexing 
Head with variable 
speed drive... up 
to 700 indexings 
per hour. Primarily 
used for cylindrical 
shaped parts. 





POLISHING and BUFFING MACHINES 
. .. for better, faster, finishing! 


ACME Semi-Automatics put finishing operations on a high 
production basis on many types of parts not suited to 
Rotary or Straight Line Automatic handling. These cost 
cutting units are available in a wide range of models and 
arrangements. Details on request. 


Kay CME Manufacturing Lo. 





Al 


1645 HOWARD ST. DETROIT 16, MICH. 


“erd.0 AUTOMATIC POLISHING AND BUFFING MACHINES F 
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placement of 3,925 tons. Approximate- 
ly 2,860 long tons of waste material 
will be carried on trips scheduled 18 
hours apart. Four hours are required 
in order to completely load and dis- 
charge the cargo. 


Eight rubber-lined rectangular 
metal tanks are used for the 8.5 per 
cent dilute sulphuric acid, while four 
other tanks also lined with rubber hold 
the acid sludge or slurry containing 
approximately 25 per cent abrasive 
solids. Each rectangular tank is 44 
feet long x 151% feet wide x 15 feet 
deep. The walls, floors, and ceilings are 
lined with +-inch rubber weighing 
3,500 lb. for each tank. 


The four slurry tanks are each 20 
feet high x 12 feet in diameter with a 
7-foot cone at the top and bottom, and 
are lined with 14-inch rubber. The acid 
is loaded from shore tanks, also rub- 
ber-lined, through 10-inch rubber hose. 
All metal pipe and connections 
through which the acid passes‘are also 
rubber-lined. 


Twenty tons of rubber and 1,500 gal- 
lons of cement were used to bond the 
rubber linings to the metal tanks of 
the barge. 
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Clutch Plate Brushing Ma- 


chine Cuts Cleaning Costs 


50 PER CENT reduction in pro- 

duction costs is said to have re- 
sulted from the installation and opera- 
tion of a semi-automatic power brush- 
ing machine at Monmouth Products 
Company’s Cleveland plant. The ma- 
chine, designed jointly by Monmouth 
and Osborn Manufacturing Company 
engineers, is used for removing oil, 
grease, and dirt from automobile and 
truck clutch plates prior to their final 
inspection. 

The brushing machine operates in 
conjunction with a revolving turntable 
which is synchronized with the pro- 
duction of an adjoining punch press 
that simultaneously flattens the clutch 
plates and numbers them. Projecting 
upward from the turntable are six sta- 
tions in the form of spindles upon 
which the punch press operator places 
the clutch plates for cleaning and in- 
spection. The turntable rotates at the 
rate of two revolutions per minute, 
carrying the plates one station at a 
time to the power brushes. 

Mounted immediately above and 
below the _ turn- 
table are Os- 
born 12-inch di- 
ameter Monarch 
brush_ sections 
filled with un- 
treated Tampico 
fiber which com- 
plete the cleaning 
operation by a 
combination spin- 
ning and brushing 


Semi-automatic power 
brushing machine in- 
stalled at Monmouth 
Products Company's 
Cleveland plant for 
cleaning clutch plates 
prior to inspection 
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RAY 


BOOTH 


SPRAY ON clean 
booth. That's alll 
Perfect protection 
against drift. 


If Time Means 
Money In 
Your Plant 


. .. you will insist onj .- 

using this ‘‘tailorj*¢ 

made” peelable coating. 

Spray Booth Shield is plastic-based, 
tough and free stripping. 


It requires no special reducer . . . no 

special equipment and atomizes at nor- 

mal pressures. 

ORDER YOUR TRIAL GALLON 

TODAY .. . billed at DRUM price. 

Prompt shipments F.O.B. Chicago. 
RAMSELL PRODUCTS, INC. 


Des Moines, lowa 


January, 1948 





PEEL OFF sheets — 
not shreds! No more 


S + | E [ y) tedious scraping. 


tocut coot. sane time 


Job's done! 





| 
Check these Advantages 


Ready-to-use” 


 Atomizes at normal pres- 
sures. 


M Requires no special re- 
ducer. 


Needs no special equip- 
ment. 


Excellent coverage. 
Saves time... labor. 
Economical. 

Note: Specify Window Paint-Shield 
(Clear) for coating booth windows and 


light fixture openings. Does not impair 
lighting. Strips clean. 
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action. Each set of brushes consists of 
four sections mounted together and 
forming a 2-inch brushing surface. The 
upper set of brushes cleans the tops 
of the plates while a similar four-sec- 
tion set immediately below cleans the 
bottoms of the plates. The brushes are 
powered by an electric motor at a 
speed of 1,800 r.p.m. As the brushing 
operation is completed, two girl opera- 
tors inspect the plates and remove 
them from the spindles. 

One of the advantages claimed for 
the combination spinning and brush- 
ing action afforded by the machine is 
that the brushes do not load up. An- 
other brushing advantage is that while 
most of the grease, oil, and dirt is re- 
moved from the surface of each clutch 
plate, a very thin coating of oil re- 
mains to prevent corrosion. 





Self-Contained Dust Collector 
Creates Dustless Backstand 


Sander-Grinder 


FIRM now engaged in the pro- 

duction of metal rings of the type 
shown in the accompanying illustra- 
tion utilizes for finishing operations a 
standard two-wheel pedestal grinder 
which has been converted to a dustless 
backstand sander-grinder by means of 
a standard backstand attachment, 
“Dustkop” dust collector, hood, and 
two lengths of flexible metal hose. In 
the illustration, an operator is shown 
smoothing the slightly rough edges of 
the rings which have been produced 
by a nibbler. The equipment is also 
used in smoothing the edges of the 
welded rectangular assemblies shown. 
The wheel on the opposite end of the 
sander-grinder is used for miscellan- 
eous tool grinding. 

The standard Model 420 Dustkop 
dust collector employed is a product of 
the Aget-Detroit Co., Ann Arbor, 
Mich., and is entirely self-contained, 
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Illustration showing rough edges on a metal 

ring being removed by a standard two-wheel 

pedestal grinder which has been converted to 

a combination backstand sander - grinder 

through the use of a backstand attachment, 

dust collector, hood, and two lengths of flexi- 
ble metal hose 


having a motor-driven fan, cyclone 
separator, and second stage filter for 
the recirculation of cleaned air back to 
the working area to conserve heat. The 
sander-belt hood included in the in- 
stallation is so designed that heavy 
chips, scale, and so on, are usually not 
drawn into the dust collector, yet can 
be easily removed from the hood. 
Portability of the entire outfit permits 
it to be moved as a complete unit to 
other locations in the shop as needed. 





Stanwood Fabricated Metal Products. 
The Stanwood Corp., 4819 W. Cortland 
St., Chicago 39, Ill., has released a 16- 
page catalog illustrating and describing 
baskets, trays, fixtures, retorts, and car- 
burizing boxes for efficiently handling 
parts through production heat treating, 
quenching, pickling, degreasing, rust- 
proofing, and other processing cycles. 
Over 60 Stanwood-designed units are pic- 
tured in the catalog, copy of which is 
free by requesting Catalog No. 16. 
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ey you use zinc or zinc alloys in 
any form? Get the facts about 
Black-Magic Zinc Black. This modern 
treatment imparts a fine corrosion 
and abrasion resistant finish to zinc 
with simplicity and speed! Not only 
a highly attractive finish in itself, 
but an excellent bond for paint 
which also affords corrosion protec- 
tion to unpainted areas. 


Illustrated are but a few of the 
many thousands of applications for 





FAST WORKING 
ZINC 


MARKING 


BLACK€.9 MAGIC 
IN THE 
FINISHING FIELD 


this useful finish. Write for details 
on this, also on Black-Magic finishes 
for all other metals. (Send us an 
article for sample processing.) 


MITCHELL-BRADFORD CHEMICAL COMPANY 
MODERN METAL FINISHES 
A 2446D MAIN ST., (Stratford) BRIDGEPORT, CONN. 


BLACK-MAGIC OXIDE BLACKING SALTS 
WITCH-DIP & WITCH-OIL FINAL FINISHES 





NEW JERSEY: Lacquer Finishing Co., Inc., Clifton, N. J. 


PHILADELPHIA: Albert Printz, Germantown 
DETROIT: The Danell Co. 
DALLAS, TEX.: rome ee Co. 

A 


MILWAUKEE: A. B. ning Co. 


SILCO Glass-Base PROTECTIVE COATING 
WHEAT TREATING SALTS. CLEANERS. ETC. 








C. D. Hamilton, Fayetteville, N.Y. 
CLEVELAND: Universal Paint & Varnish Co. 
ST. LOUIS: G. S. Robins & Co. 
S ANGELES: Barber-Webb Co. 

LAND: Geo. A. Kushman Co. 
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Receive 25-Year Service Awards 


Eight representatives of the sales de- 
partment of the J. B. Ford Division of 
Wyandotte Chemicals Corporation re- 
cently received gold watches in recogni- 
tion of their 25 years of service to the 
company. Referring to the accompanying 
illustration, these representatives include: 
(first row, left to right) Edward J. Wiley, 
Springfield, Ill.; Marlin T. Large, Salt 
Lake City; Cary W. Lange, Grand Rap- 
ids; Elsie Wieduwilt, secretary, Philadel- 
phia; Rose Lindemann, secretary, Wyan- 
dotte; Wilfred B. Smith, Providence; S. 
V. Alexander, Louisville; and Clayton C. 
Cameron, Detroit. 

Carter B. Robinson, vice president in 
charge of sales for the J. B. Ford Divi- 
sion, was toastmaster at the 1947 Service 
Award Banquet and is seen in the cen- 
ter of the second row. On Mr. Robinson’s 
right is E. M. Ford, president of Wyan- 





The eight sales department representatives shown in the first row of this illustration recently re- 
ceived 25-year service awards from the J. B. Ford Division of Wyandotte Chemicals Corporation. 
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dotte Chemicals. On his left is W. F. 
Torrey, senior vice president. The ban- 
quet was attended by nearly 500 guests. 





Glidden Varnish Modernization 


Program 


According to an announcement made by 
A. D. Duncan, vice president, four major 
paint and varnish plants of The Gildden 
Company are sharing in a $1,000,000 var- 
nish modernization program, which is ex- 
pected to be completed late this year. 
Extensive modernization work has been 
undertaken at Glidden’s paint factories 
in Cleveland, San Francisco, Reading, 
and Minneapolis. Each plant is being 
équipped with the latest facilities for the 
production of alkyd resins, other synthe- 
tic resins, and oleo-resinous varnishes. 
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Wilson Named Pennsalt 
Safety Coordinator 


Vance N. Wilson has been appointed 

safety coordinator for the Pennsylvania 
Salt Manufacturing Company, according 
to an announcement made by Frederick 
Cc. Abbott, manager of personnel and «la- 
por relations. Mr. Wilson, a graduate of 
the University of Michigan with a degree 
in economics, joined Pennsalt in Febru- 
ary 1941. He enlisted in the Navy early 
in 1942 and saw service in both the At- 
lantic and Pacific areas. He held the rank 
of lieutenant when separated from ser- 
vice early in 1946. 
._ Upon his return to Pennsalt in June 
1946, Mr. Wilson was named supervisor 
in charge of tank cars in the traffic 
department. 


New Executive Positions 


Created at Zapon 


E. H. Bucy, general manager of the Cel- 
lulose Products Department, Atlas Pow- 
der Company, announces the creation of 

several new execu- 
eee ? tive positionsat the 
“ eompany’s Stam- 
ford, Connecticut 
plant. J. M. Howard 
has been appointed 
to the recently cre- 
ated postof general 
manager of the In- 
dustrial Finishes 
Division. Mr. How- 
ard, an employee of 
the Zapon Division 
formany years, for- 
merly held the po- 
sition of director of 
sales. In his new 
capacity, he will 
have full responsi- 
bility for the Tech- 
nical and Produc- 
tion Departments, 
supervision of all sales 





J. M. Howard 


as well as 
activities. 

D. A. Metz, formerly assistant director 
of sales, has been made assistant general 
manager of the Stamford Zapon Division, 
and K. R. Longnecker becomes sales ad- 
ministrator of this division. In addition, 
all production for the Industrial Finish- 
ing Division will be under D. F. Paight, 
superintendent, who will report to Mr. 
Howard. M. T. Riley is the assistant 
superintendent. 
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Goss Joins Wagner Brothers 


With its designation as Eastern Michi- 
gan distributor for J. C. Miller buffing 
compounds, Wag- 
ner Brothers, Inc., 
Detroit 3, Mich., 
manufacturer and 
supplier of metal- 
finishing materials 
and equipment, has 
announced the ap- 
pointment of Ed 
Goss to its sales 
staff. Mr. Goss will 
handle sales of the 
J. C. Miller com- 
pounds and buffs, 
grain, belts, and 
other abrasive 
products distribu- 
ted by the firm. 

Well known in 
metal-finishing cir- 
cles, Mr. Goss has 
a record of 12 
years’ sales 
and production experience in the field of 
polishing and buffing materials. 





Ed. Goss 





Carborundum Appointments 


In order to make possible a closer and 
more effective contact between field sales 
activities and the sales management or- 
ganization, The Carborundum Co., Ni- 
agara Falls, N. Y., announces several ap- 
pointments to its sales organization. W. 
T. McCargo has been named assistant 
director of sales in charge of operations 
in the Western Region, with headquar- 
ters in Chicago. Mr. McCargo had previ- 
ously held the title of regional sales man- 
ager. John S. Hawley, formerly manager 
of the commercial research department at 
Niagara Falls, has been appointed assist- 
ant director of sales in the Central 
Region, with headquarters in Cleveland. 
John G. Fritzinger, formerly district 
sales manager at the company’s branch 
in Philadelphia, has been appointed as- 
sistant director of sales, with jurisdic- 
tion over the Eastern Region. His head- 
quarters will be in Philadelphia. 

Succeeding Mr. Fritzinger as district 
sales manager in Philadelphia is R. R. 
Huntington. Previously, Mr. Huntington 
was a member of the company’s sales 
staff at Cleveland, covering all important 
industrial accounts in that territory. 
The above named appointees will func- 
tion under F. J. Tone, Jr., vice president 
and general sales manager, and C. E. 
Hawke, director of sales. 
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Stallcup Promoted by Glidden 


Dr. W. David Stallcup has been named 
manager of the Naval Stores Division of 
The Glidden Company, Cleveland, Ohio, 
according to an announcement made by 
Paul E. Sprague, vice president and as- 
sistant to the president. Dr. Stallcup suc- 
ceeds E. W. Colledge, who has relin- 
quished his Glidden duties to devote full 
time to the business of E. W. Colledge, 





(Left) Dr. W. David Stallcup 
(Right) E. W. Colledge 


G.S.A. Inec., Jacksonville, of which he is 
president and which will continue in the 
capacity of sales agent for the products 
of the Glidden Naval Stores Division. 

Formerly assistant general manager of 
the division, Dr. Stallcup is a graduate of 
the University of Florida in chemistry, 
where he also obtained his doctorate in 
the same subject. He joined the Glidden 
Naval Stores Division as a _ research 
chemist is 1943 and was named assistant 
general manager of the division in 1946. 
Under the general supervision of Mr. 
Sprague, he will direct operations of 
Glidden’s Naval Stores plants at Jackson- 
ville and Valdosta, Georgia. 





New Metal-Clean Officers 


According to an announcement made 
by the Metal-Clean Solvent Corporation, 
Chicago, J. W. Davy has been elected 
president of the firm following the resig- 
nation of C. H. Templin. W. L. Aveck 
has replaced P. O. Robertson as secre- 
tary-treasurer. Other new officers of the 
company include C. J. Beyer, vice presi- 
dent, and B. E. Baranski, vice president 
of special accounts. 
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Pennsalt Changes Name of 
Acidproof Cement 


The Pennsylvania Salt Manufacturing 
Company announces a change in the 
name of one of its acidproof cements. 
Formerly designated as Asplit F Cement, 
the product is now identified as Pennsalt 
HF' Cement. According to Joseph J. 
Duffy, Jr., manager of sales of the Spe- 
cial Chemicals Division, the new name is 
more in conformity with other company 
named products, with the HF part denot- 
ing the cement’s complete resistance to 
hydrofluoric acid in all strengths. 

Pennsalt HF, a resin type cement, is 
one of 11 corrosion-resistant cements 
manufactured by the company. 


International Conference on 


Surface Reactions 


The Pittsburgh International Confer- 
ence on Surface Reactions will be held at 
the Mellon Institute for Industrial Re- 
search in Pittsburgh, June 7-11, 1948. 

The Conference Committee is made up 
of the following: Dr. Earl Gulbransen 
(Westinghouse Research Laboratories), 
Chairman, representing The Electrochem- 
ical Society, Pittsburgh Section; Prof. D. 
S. McKinney (Carnegie Institute of Tech- 
nology) representing The University Con- 
ference on Corrosion and Metal Protec- 
tion; Prof. Mars Fontana (Ohio State 
University) representing The Electro- 
chemical Society, Corrosion Division; J. 
M. Bialosky (Research Laboratory, Car- 
negie-Illinois Steel Company) represent- 
ing The National Association of Corrosion 
Engineers; Dr. J. W. Hickman (West- 
inghouse Research Laboratories) repre- 
senting The Pittsburgh Physical Society; 
C. Pogocar (Mellon Institute for Indus- 
trial Research) representing The Amer- 
ican Society for Metals, Pittsburgh Chap- 
ter; Dr. George H. Young (Mellon Insti- 
tute for Industrial Research) represent- 
ing The American Chemical Society, 
Pittsburgh Section; and Richard Rim- 
bach, (Corrosion Publishing Company) 
representing The Corrosion Forum. 





George B. Fletcher Passes 


The Cambridge Wire Cloth Co., Cam- 
bridge, Md., announces the death of its 
Chicago representative, George B. Flet- 
cher, on December 2, 1947, after a long 
association with the company. 
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NO HANDLING PROBLEMS WITH A KOCH 


Conveyorized FURNITURE FINISHING SYSTEM! 


PRODUCES 125 CABINETS PER HOUR 
FOR SEWING MACHINE COMPANY 


Excessive handling is costly when 
finishing furniture. So when a large 
mid-western sewing machine manufac- 
turér approached us with this problem, 
we installed a KOCH Conveyorized 
furniture finishing system. 


This system eliminates all handling 
except at the loading and unloading 
station . . . provides faster, smoother 


production of quality finishes with re- 
jects kept to an all-time low! 


That’s because the finishing cycle is 
properly balanced to provide proper 
timing for flow-out, drying, cooling, 
sanding and rubbing. 

The oven atmosphere is temperature 
and humidity-controlled to assure uni- 
formly high quality results. 

Write TODAY for details on a 
KOCH custom-built conveyorized fin- 
ishing system for your plant. 


Phone, Wire or Write TODAY for More Information! 









Sales offices in eam industrial centers: 


NEW YORK CHICAGO 
William Printz Co. Koch Indust. Equip., inc. 
358 Fifth Ave. 53 W. Jackson Bivd. 


LOS ANGELES 
industrial Systems Co. 
341 S. Central Ave. 
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Deans Appointed Regional 
Director 


The appointment of Thomas E. Deans 
as regional director of the Minneapolis 
Division of The Glidden Co., Cleveland, 
Ohio, is announced 
by A. D. Duncan, 
vice president. Mr. 
Deans started with 
Glidden in 1925 in 
the stock depart- 
ment, then served 
in the advertising 
department, and 
later became a 
salesman in the 
trade sales division 
of the company. He 
enlisted in the Ar- 
my in 1943 and re- 
joined Glidden in 
1945 as sales mana- 
ger of the St. Louis 
Division. 

The region Mr. 
Deans now heads 
includes all of Minnesota, the Dakotas, 
Montana, and sections of Iowa, Wiscon- 
sin, and Michigan. 





Thomas E. Deans 


David Down Awarded 
Nuodex Fellowship 


The Nuodex Products Co., Inc., Eliza- 
beth, N. J., manufacturer of chemical 
paint driers and other prime chemical 
specialties, has announced that the $1,000 
Nuodex Fellowship sponsored by its Can- 
adian affiliate, Nuodex Products of Can- 
ada Ltd., has been awarded to David 
Down, research student of the University 
of British Columbia. The award was pre- 
sented at a meeting of the Montreal Paint 
and Varnish Production Club by George 
Fearnley, chairman of the Nuodex Fel- 
lowship Management Committee, repre- 
senting the technical interests of the Can- 
adian paint and varnish industry. 

Dr. R. V. V. Nicholls, associate profes- 
sor of organic chemistry at McGill Uni- 
versity, who will direct the work under 
the fellowship in cooperation with the 
Nuodex Fellowship Management Commit- 
tee, announced at the meeting that the 
work will proceed under the general title 
‘“‘The Mechanisms of the Drying of Oils.’’ 
According to Arthur Minich, vice presi- 
dent in charge of research development of 
Nuodex Products Co., Inc., the Nuodex 
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Fellowship was instituted in recognition 
of important research work in the field 
of driers and drying carried out by the 
Montreal Paint and Varnish Production 
Club during the past 12 years and is dedi- 
cated to the advancement of research and 
the development of technical data which 
will be of important benefit to the paint 
and varnish industry of Canada and the 
United States as well. 


DeVilbiss School of Spray 
Painting 

Spray painting classes for industrial 
finishers for the first half of 1948 are 
being announced by the DeVilbiss School 
of Spray Painting in Toledo, Ohio. The 
intensive one-week courses will begin on 
February 2, March 1, May 10, and June 7. 

All users of DeVilbiss equipment are 
eligible for this tuition-free instruction 
on the spray painting technique, the 
function and care of spray equipment. 
Those interested should write for reser- 
vations to The DeVilbiss Co., 300 Phillips 
Ave., Toledo 1, Ohio. 





Phillips Appoints Sales Engineer 


As part of a long 
range expansion 
program, the Phil- ~ 

-lips Manufacturing 
Co., Chicago, IIl., 
announces the ap- 
pointment of A. Ot- 
to Miller as sales 
engineer for the 
State of Indiana. 
Mr. Miller, who has 
had many years of 
service in the vapor 
degreasing and 
metal-cleaning in- 
dustry, attended 
Cornell University, 
Ithaca, N. Y., and 
was previously as- 
sociated with the 
Detrex Corporation. 





a. 


A. Otto Miller 





Boden Named Development 


Director 


Robert O. Boden, currently serving as 
national president of the American So- 
ciety of Training -Directors, has been ap- 
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RESEARCH-FITTED TO SUIT YOUR NEEDS EXACTLY 


Rayco Glock Synthetic Finishes 
IN ANY COLOR—ON ANY MATERIAL 


In the FREEDOM TRAIN the historical document 
cases are lined with flameproofed Rayco Flock. __ 
















t 
65 TREMONT STREET » CENTRAL FALLS, R. I. 
g as COLONIAL PROCESS GRAPHIC ARTS ATLAS SPEC. MFG. W. H. HALL 
So- SUPPLY CO. CENTER co. 182 Jarvis St. 
| ap- 140 W. 23rd St. 908 S. Main St. 3255-59 S. Shield Ave. Toronto, 
New York 11, N. Y. Los Angeles 14, Calif. Chicago 16, Ill. Ontario 
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pointed development director for the 
Pittsburgh Plate Glass Company, accord- 
ing to an announcement by George E. 
Dewey, personnel director for the firm. 
As development director, a newly estab- 
lished position in Pittsburgh Plate’s per- 
sonnel department, Mr. Boden will devel- 
op and assist the management of the 
firm’s 27 glass, paint, and chemical pro- 
ducing plants in the establishment of pro- 
grams directed toward training and max- 
imum individual development of person- 
nel. The program will be operated espec- 
ially at the supervisor and foreman level. 

After graduating from the University 
of Pittsburgh School of Business Admin- 
istration in 1937, Mr. Boden joined Meth- 
ods Engineering Council, Pittsburgh, Pa., 
as resident engineer. During his five 
years’ association with this firm, he spe- 
cialized in foremen training and develop- 
ment, industrial engineering training, and 
personnel counseling with a variety of 
firms in the Western Pennsylvania area. 

Mr. Boden joined Pennsylvania Rubber 
Co., Jeanette, Pa., in 1942 as management 
engineer. Associated with the company 
for five years, he supervised foremen 
training and development, industrial en- 
gineering, labor relations, and personnel 
counseling, and served as arbitrator for 
the company. From 1941 to 1946, Mr. Bo- 
den served as an instructor of engineer- 
ing methods and management subjects 
at Pennsylvania State College evening 
school. During the following two years, 
he served in a similar capacity at the 
University of Pittsburgh’s evening school, 
teaching classes in production supervision 
and management techniques. 





_ Buckeye Products Appoints 
Distributor 


According to an announcement made 
by The Buckeye Products Co., Cincin- 





nati 16, Ohio, manufacturer of Speedie 
compositions, the Jacob Hay Co., 4014 W. 
Parker Ave., Chicago, IIll., is handling the 
complete line of Speedie buffing and pol- 
ishing compounds in Northern Illinois 
and Wisconsin. This company is not only 
in a position to recommend the proper 
type of composition for any type of buff- 
ing and polishing job but, to expedite de- 
liveries, is maintaining in its Chicago 
warehouse a stock of tripoli, stainless 
steel, chrome, nickel, emery cake, grease 
stick, and satin finish. 

In the Rochester, New York area, 
Speedie buffing and polishing compounds 
are handled by the Scobell Chemical 
Company; in the Detroit area, by the A. 
T. Wagner Company; and on the West 
Coast, by the E. B. Dunn Co., Los Angles, 
California. 


W. G. Sheane Joins Atlas 
Technical Staff 


In keeping with plans to augment tech- 
nical personnel and increase plant facil- 
ities, the Zapon Division of the Atlas 
Powder Company announces that W. G. 
Sheane, prominent chemical engineer, has 
joined its technical staff. Mr. Sheane, 
holder of two degrees in chemical engin- 
eering, is perhaps best known in the fin- 
ishing industry as a former editor of ‘‘Or- 
ganic Finishing’’ magazine. Prior to serv- 
ing in that capacity, he was with the 
American Can Company, New York City, 
as a chemical engineer, and prior to that 


was five years with General Electric as 


a finishing engineer. 

Mr. Sheane is a graduate of Rensselaer 
Polytechnic Institute and Carnegie Insti- 
tute of Technology. He is an active mem- 
ber of the American Institute of Chemi- 
cal Engineers, the American Chemical] 
Society, and the American Electroplaters’ 
Society. 





ALLWOOD | 


“Vienna Brand’’ Lime 


Made from Limestone that is identical in chemical 
analysis and geological structure with European 
Imported Lime. Tests show a ‘‘lime cake’’ made 
from Allwood: ‘‘Vienna Brand’’ Lime equals the 
finish made from imported lime. 


WRITE FOR FULL PARTICULARS 


ALLWOOD LIME COMPANY 


| Manitowoc « Wisconsin 
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GOLD PLATING SOLUTIONS 
In All Colors 
Guaranteed ee Pure Gold Content 
Troy Weight Color Constant 
Tarnish Resistant 
Proven Quality by the Acid Test 
Write or call our experts about your 
plating problems 


Davis-K-Products Co. 


54 West 22nd St., New York 10, N. Y. 
Oregon 4-4108 
4-4109 
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PROCESSING CARRIERS 


The smooth flow of products and parts through finishing processes... 
easily handled in Carriers best suited to the specific job, means less 
rejects, lower costs. 


Rolock baskets, trays, racks, crates, fixtures, retorts and muffles are 
created to keep pace with today’s high speed machine production. Car- 
rier weights are reduced yet loads increased, with service hours greatly 
extended thru better materials, design improvements. Note this example 
of Rolock construction. 






Fabricated Pickle Hook, for 
handling 1500 lb. loads of 
wire coils in sulphuric acid 

. stainless steel for brass 
wire, monel for steel. Light- 
er than cast hooks, safer. 
Sized to suit tank. 


Write to ROLOCK, INC., 1400 Kings Highway, Fairfield, Connecticut 
4RL 48 


CUSTOM-BUILT for Better Work, 


Easier Handling, Lower Cost 
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Elected Vice President 
and Director 


Max C. Jones, president, announces 
that Frederick P. Hauck has been elected 
vice president and director of the Michi- 
gan Abrasive Co., Detroit, Mich. Mr. 
Hauck was first associated with Michigan 
Abrasive as a tech- 
nical consultant. 
After several years 
in this capacity, he 
was induced to de- 
vote his entire 
time to the com- 
pany as factory 
manager in charge 
of both production 
and research. 

Born in New York 
City, Mr. Hauck re- 
ceived his elemen- 
tary and high school 
education there. 
After his gradua- 
tion he then en- 
rolled in New York 
University where he obtained a chem- 
ical engineering degree. Before coming 
ing to Detroit, he was associated with an 
Eastern abrasive manufacturing com- 
pany, where he also was in charge of 
production and research. 


Frederick P. Hauck 





New Executive Appointments 
Announced by Darco 


Corporation 


At a recent board of directors meeting, 
the Darco Corporation, maker of activa- 
ted carbon, appointed Louis M. Gill as 
company general manager, and Edgar W. 
Harris as director of sales. Mr. Gill, who 
has been director of sales for Darco, first 
came with the company in 1923 as a sales- 
man. He is a chemical engineer with a 
degree from Georgia Tech, and is a past 
vice president of the American Oil Chem- 
ists’ Society. 

Mr. Harris, the new director of sales, 
has been with Darco since its formation, 
and had been in charge of sales to the 
sugar industry for some years. At the 
present time he is a director of the Sugar 
Division of the American Chemical So- 
ciety, and a member of the International 
Commission for Uniform Methods of 
sugar analysis. 
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Monsanto Chemical Appoints 
Group Leader 


Ralph Marotta, research chemist with 
the Monsanto Chemical Company, has 
been appointed group leader of the lac- 
quer and coatings exploratory unit at the 
company’s Merrimac Division headquar- 
ters in Everett, Massachusetts. Mr. Mar- 


otta will be responsible for the develop- | 
ment of surface coatings from raw mate- — 


rials and will also supervise the develop- 
ment of coatings from resin developed in 
cooperation with other Monsanto research 
groups working with polymers. 





Hennessy Named Special 


Chemicals Sales Manager 


The appointment of William J. Hen- 
nessy as Pittsburgh district sales mana- 
ger for the Special Chemicals Division 
of the Pennsylvania Salt Manufacturing 
Company has been announced by Joseph 
J. Duffy, Jr., manager of sales. A gradu- 
ate chemist from St. Joseph’s College, Mr. 
Hennessy joined Pennsalt in July 1935, 
After several years’ experience in manu- 
facturing operations at the Greenwich 
plant in Philadelphia, he joined the Spe- 
cial Chemicals Division as a salesman in 
June 1939. 

As head of the Pittsburgh district, Mr. 
Hennessy will supervise special chemi- 
cals sales operations in the Pittsburgh, 
Cincinnati, Cleveland, Buffalo, and Al- 
toona territories. Mr. Hennessy is pres- 
ident of the Pittsburgh Branch of the 
American Electroplaters’ Society. 





Verzier Joins Lupomatic 
According to an announcement made 


by Charles W. Yerger, president, Le 
Verne Verzier has joined Lupomatic In- 
dustries, Inc., New York, N. Y., in the 
capacity of director of development. A 


graduate of Rensselaer Polytechnic Insti- © 


tute and former chief chemist of Lea 
Manufacturing Company, Mr. Verzier 
brings to Lupomatic a wealth of research 
and practical experience in abrasive com- 
pounds for finishing both in the labora- 
tory and in the field. His chief function 
with the company will be to develop the 
science of tumbling. 

Mr. Verzier is a member of the Amer- 


ican Chemical Society, the Electrochem- | 


ical Society, and the American Electr2- 
platers’ Society, as well as a professionai 
chemical engineer. 
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CLEANING “= PLATINGS 


Cincinnati Combination Drum 
and Belt Conveyor Wash, 
Rinse and Dry Machine 


The accompanying illustration shows a 
combination drum and belt conveyor 
wash, rinse and dry machine built by the 
Cincinnati Cleaning & Finishing Machin- 
ery Co., Hecla St., Ironton, Ohio. On the 
extreme left can be seen the loading hop- 
per into which the parts to be cleaned are 








maRtR 


fed. To the right is the loading station 
for the belt conveyor parts. The small | 
miscellaneous parts are cleaned in the 
drum, whereas the larger and more deli- 
cate parts are cleaned on the belt. Ther- 
mostatic control is provided for both the 
solution and the oven, 

The design of the machine provides for 
a pleasing, streamline appearance, as well 
as for accessibility to all fundamental 
parts which might require service or 
adjustment. 


Cincinnati Combination Drum and Belt Conveyor Wash, Rinse and Dry Machine 
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4, The prefabricated plating 
, plant includes all necessary plat- 








Prefabricated Plating Units 
and Plants 


For platers and manufacturers of all 
metal and plastic products requiring plat- 
ing, Unit Process Assemblies, Inc., 75 E. 
4th St., New York 3, N. Y., is now offer- 
ing prefabricated plating units and plants 
which are adaptable for- laboratory or 
production purposes. In addition to use in 
the plating of all metals, the equipment 
can be used for anodizing, electropolish- 
ing, and electroforming. 

According to the manufacturer, the 
prefabricated plating units and plants are 
designed to reduce losses from plating re- 
jects and require a minimum of labor for 
installation. A built-in stainless 
steel drain system is said to pre- 
vent acid spillage, thus eliminat- 
Jing the need for a cement floor. 
Plumbing and electrical lines 
can be quickly assembled into 
a predesigned position using on- 
ly a screw driver and wrench, it 
,it claimed. 


ing and processing tanks, recti- 
fiers, and built-in gas, electrical, 
water, drain, and exhaust lines. 
‘Supplied ‘‘knocked down,”’ the 
equipment is said to require on- 
ly connection to main utility 
lines and ‘is available in stan- 
dard models for all types of 
plating and in a wide range of 
capacities. It may be custom- 
built if desired. Where neces- 


Koch “‘Gyra-Flow” Automatic 
Finishing Machine 
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Prefabricated Plating 
Plant 


sary, each plating 
tank may have a 
separate selenium 
rectifier with con- 
tinuous voltage con- 
trol over the entire 
range. The rinse, 
dip, and pickle 
.tanks are located 
in front of, or ad- 
jacent to, the plat- 
ing tanks. 





Koch “Gyra-Flow” Automatic 
Finishing Machine 

An automatic finishing machine for the 
rapid production of small parts is an- 
nounced by ‘George Koch Sons, Inc., 
Evansville 4, Ind. Designated as the 
“Gyra-Flow,”’ the machine is designed to 
wash, rinse, dry, dip, spray, and bake 
parts in one continuous cycle and is avail- 
able in standard sizes providing from 2 to 
20 interchangeable operations. 

The conveyor of the unit is a steel belt 
to which a series of spring-type clips are 
removably fastened. Each clip, being 
equidistantly spaced, is designed to sup- 
port one or more workpieces through 
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every successive process to completion. 
The conveyor belt may be shortened or 
lengthened and is joined by riveting. Belt 
travel is constant, with the belt being 
spirally passed around a series of hori- 
zontally mounted rotating drums and 
moving across each drum from left to 
right or right to left. Timing is regulated 
by the selected belt speed, together with 
a determined number of spiral turns 
around each drum—necessary to produce 
the correct number of minutes through 
any one of the several operations. Load- 
ing and unloading may be manually or 
fully automatically accomplished. Fin- 
ished articles are returned to stations at 
each end of the machine entirely with- 
out handling. 

According to the manufacturer, tearless 
dipping is accomplished with the Gyra- 
Flow by flow-out and the initial set de- 
veloped by gyration of the work after 
passing once through a small volume, 
level controlled paint dip tank: Spraying 
may be effected electrostatically or auto- 
matically using multiples of electrically- 
operated spray guns exhausting into a 
water-wash cabinet. The machine may be 
used with any of the various paints, var- 
nishes, oils, enamels, sealers, shellacs, or 
synthetics of either the air-drying or 
baking types requiring temperatures be- 
low 500 deg. F. The usual cleaning solv- 
ents and surface preparations can be 
readily employed. 





; Sharpe “Bearcat” Portable 
Paint Spraying Unit 

The Sharpe Manufacturing Co., 1224 
Wall St., Los Angeles 15, Calif., is now 
merketing a portable. paint spraying unit 
under the trade name of ‘‘Bearcat.’’ The 
unit includes a direct 4% h.p compressor 
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Sharpe ‘‘Bearcat’’ Portable 
Paint Spraying Unit 


which provides a cubic 
foot displacement of 2.6 
and is designed for oper- 
ation at 35 lb. pressure. 
Constructed to provide 
for a minimum of parts 
without’ sacrificing air 
capacity or durability, the 
Sharpe Bearcat Portable 
Paint Spraying Unit 
weighs less than 40 lb. 
complete with motor, thus 
enabling it to be easily 
handled. The com- 
plete unit comprises all equipment as 
shown in the accompanying illustration. 





Warner “Red Cap” Spinner Type 


Roof Ventilator 


Identified as the ‘‘Red Cap,’’ a spinner 
type roof ventilator made by the Warner 
Ventilator Co., La Grange, Ind., is equip- 
ped with a step-type ball bearing. The 
vertical, machined shaft on which the re- 
volving head or blades are mounted is 
inserted in a tube filled with weather-re- 





Warner ‘Red Cap”’ Spinner Type Roof 
Ventilator 
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YOU NEED 


Wiki Stenlard 


FINISH 


Whether your product is made of wood, 
metal, paper, foil or plastic—there’s a 
Watson-Standard coating to meet your 
requirements of exterior durability. In 
addition to the large number of Watson- 
Standard coatings already formulated 
and available, our research laboratories 
are ready to create to your specifications 
a coating that is prescription made for 
your product. We'll be glad to discuss 
your needs in detail. 





THE WATSON-STANDARD Co. 


Manufacturers of 
: eos PAINTS * VARNISHES * INDUSTRIAL 
vey FINISHES AND LITHOGRAPH COATINGS 















" FACTORY AND GENERAL OFFICES: 
_, PITTSBURGH, PA. * WAREHOUSES: 
BOSTON, BUFFALO, DETROIT, NEW YORK 
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sistant lubricant and rests on the step- 
type bearing, thus assuring easy propul- 
sion of the unit from the slightest breath 
of air. The spinning blades create a vac- 
uum, thereby sucking or drawing hot air, 
gases, fumes, or other contamination out 
of painting shops, plating tanks, process- 


ing plants, and so on. The blades are 
shaped and spaced so as to emit contami- 
nated air without permitting the entrance 
of rain or snow. 

The spinner unit is mounted on a 
square base which can be readily cut to 
fit roofs of any pitch. Units with circular 
bases for mounting on stacks are also 
available. 





G-E Electron Diffraction 


Instrument 


An electron diffraction instrument 
which is designed to aid in the observa- 
tion and measurement of surface condi- 
tions of metals, ceramics, and plastics 
has been announced by the Special Prod- 
ucts Division, General Electric Co., 
Schenectady 5, N. Y. The instrument is 
claimed to be particularly useful in the 
investigation of problems associated with 
corrosion, catalysts, lubricants, metal- 
lurgy, pigments, surface deposits, and 
graphite; it is designed to show the cry- 
stal structure of surfaces and thin speci- 
mens up to 500 Angstrom units. 

To operate, a beam of electrons is di- 
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G-E Electron Diffraction 
Instrument 


rected at the specimen being 
tested, and any resulting dif- 
fraction pattern is  photo- 
graphed. The pattern con- 
sists of rings whose diam- 
eter, intensity, and orienta- 
tion provide information for 
determining composition, or- 
ientation, and size of the 
crystals present. The instru- 
ment consists of one unit 
containing a vacuum cham- 
ber with specimen manipula- 
tor, visual and photographic 
recording camera, electron 
gun and beam focusing ele- 
ments, regulated high volt- 
age power supply, and com- 
pletevacuum pumping equip- 
ment. The specimen cham- 
ber permits the _ ex- 
amination of specimens ranging from 0.1 
to 4 inches in diameter. 





Milwaukee Tru-Cut Shatterproof 
Sanding Disc 

A shatterproof sanding disc which is 
designed to provide for maximum safety, 
together with increased production, in 
performing sanding operations on a wide 
variety of metal products is announced 
by the Milwaukee Motive Manufacturing 
Co., 9832 W. Lapham St., Milwaukee 4, 
Wis. Made of a new type resin bond and 
newly developed backing material, the 
disc, which is designated as the Tru-Cut, 
is claimed to hold together under the 
most severe strain. 


Moreover, the disc, according to the 
manufacturer, is odorless when in opera- 
tion and is constructed to withstand high 
frictional temperatures. It is available in 
double-face as well as single-face types. 





Chelsea Series DXB Heavy 


Duty Booster Fan 


Designated as the Series DXB, a heavy 
duty booster fan for use in paint spray 
booths, for the removal of fumes, and for 
use where excessive heat is encountered 
is now being offered in five sizes by the 
Chelsea Fan and Blower Co., Inc., 1200 
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HIGH SPEED DRYING 







\oto- 
con- 
jam- 
nta- 
| for 
, OF- 
the 
‘tru- 
unit 
ula- Eliminate profit-consuming pro- 
pale duction lags with the modern, 
ph speedy Kreider Centrifugal dry- 
rolt- er. This economical and efficient 
an dryer is engineered for one-man 
am- operation and dries a basketful 
“aa of small parts in only 35 seconds. 
7 V-belt drive. 34 H.P. motor. 
Available with or without auxili- 


ary heating unit. 
















| is 


: CUTS COSTS 


Send for FREE illustrated bulletin giving complete 
specifications and showing applications of the 


Kreider Dryer in modern manufacturing plants. 


) DELLINGER MANUFACTURING COMPANY 


729 N. Prince Street, Lancaster, Pa. 
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Chelsea Series DXB Heavy Duty Booster Fan 





Grove St., Irvington, N. J. According to 
the manufacturer, the fan is unusually 
rugged in construction and extremely 
quiet in operation for a unit handling 
large volumes of air. The fan shaft and 
motor are ball bearing mounted to pro- 
vide for smooth performance, long life, 
and economy of operation. The blades are 
made of non-ferrous metal. 

Designed for either vertical or hori- 
zontal operation, the Chelsea Series DXB 
Heavy Duty Booster Fan is available in 
five propeller diameters of 16, 20, 24, 30, 
and 36 inches having capacities of 2,000, 
2,500, 4,400, 7,400, and 9,500 c.f.m. respec- 
tively. The 16 and 20-inch sizes are each 
powered by a \% h.p. motor, the 24-inch 
size by a % h.p. motor, and the 30 and 36- 
inch sizes each by a % h.p. motor. 





Mellaphone N600 VQ 


Rectifier 


Identified as the N600 VQ, 
a low-voltage high-current 
rectifier for operation from 
220 or 440-volt 3-phase a.c. 
power lines is now being 
manufactured by the Mella- 
phone Electronic Rectifier 
Co., Inc., Rochester 2, N. Y. 
The d.c. output voltage can 
be varied from 0 to 6 volts 
with a capacity of 600 am- 
peres, or varied from 0 to 
12 volts with a capacity of 
300 amperes. 


Mellaphone N600 VO Rectifier 


112. PRODUCTS FINISHING 





The Mellaphone N600 VQ Rectifier js 
primarily intended for use in electroplat- 
ing and electrolytic cleaning, but is algo 
claimed to provide an ideal source of pow- 
er for the production testing and running 
in of 6 and 12-volt d.c. motors, and so on, 
Features of the rectifier include selenium 
rectifier elements which are thoroughly 
sealed and designed to provide for high 
efficiency, unlimited life, quiet operation, 
and good voltage regulation. The heavy 
duty variable voltage transformer of the 
unit is designed to provide for smooth 
stepless control over output voltages from 
zero to maximum setting. 

The rectifier, which is completely self- 
contained and includes a 4%-inch am- 
meter and voltmeter, features protection 
against overloads and failure of the ven- 
tilation system. According to the manu- 
facturer, the unit is conservatively design- 
ed and will withstand a considerable de- 
gree of overloading without danger of 
overheating either the transformer or rec- 
tifier stacks. 





Interchemical Inclined Tube 


Viscometer 


For the accurate measurement of the 
viscosity of all clear liquids, the Henry 
A. Gardner Laboratory, Inc., Apparatus 
Division, 4723 Elm St., Bethesda, Md., 
has developed the Interchemical Inclined 
Tube Viscometer illustrated herewith. 
Simply and sturdily constructed, the in- 
strument includes only one adjustable 
member, the adjustment of which can be 
checked when necessary by making a de- 
termination on a standard tube. 





January, 1948 

















948 























January, 1948 





INSULATION 


No evaporation; not inflam- 
mable. All solids; no loss. 
Single coat gives thick and 
extremely tough coating which 


has long operating life. 


SAVES 
LABOR - TIME - COST 


New material. New method of 
handling. Requires baking to 
convert from Paste to solid. 
BUNATOL No. 1000 Paste 
Insulation has extra fluidity 
and handles fast without de- 
lays or trouble. Get the facts— 


prices. 


NELSON J. QUINN CO. 
TOLEDO 7, OHIO 
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Results are obtained on a continuous 
scale in fundamental units. With the in- 
strument, the smallest scale graduation 
is one hundredth of a stoke or one centi- 
stoke. Only one standard tube is required 
for use with the in- 
strument, this tube 
being employed for 
calibration pur- 
poses only. The 
specimen tubes us- 
ed are checked for 
satisfactory per- 
formance before be- 
ing released for 
routine viscosity 
measurement. Ac- 
cordingto the man- 
ufacturer, errone- 
ous measurements 
due to temperature 
variations are eli- 
minated when de- 
terminations are 
made beneath the 
surface of a con- 
stant temperature 
water bath. Viscos- 
ity can be deter- 
mined at any temperature within the 
range of the liquid bath. 

The Interchemical Inclined Tube Vis- 
cometer is described as very accurate. 
Operator error can be practically elimina- 
ted by averaging multiple readings. Vis- 
cosities from 0.6 to 150.0 stokes can be 
measured without readjustment. How- 
ever, if the majority of determinations 
are above 30.0 stokes, the apparatus can 
be set to provide results in shorter time 
intervals. Only a very small amount of 
any test specimen is said to be required. 
The test specimen is contained in a clos- 
ed tube during measurement, thereby ob- 
viating errors that might be accrued due 
to evaporation or chemical reaction. 





Interchemical Inclined 
Tube Viscometer 





Chem-Electro Electropolishing 
Method for Stainless 
Steel 


An electropolishing method of particu- 
lar interest to the men responsible for 
the appearance and finish of articles and 
parts made of stainless steel is announ- 
ced by Chem-Electro Laboratories, Inc., 
2561 N. Clark St., Chicago 14, Ill. With 
the method, metal is removed from the 
surface in a fairly uniform layer, expos- 
ing the virgin metal beneath. The process, 
it is claimed, provides for the removal of 
no chromium, only a trace of nickel, and 
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an average of 3 per cent iron, thereby 
making the electropolished surface un- 
usually resistant to corrosion. In addition, 
the anodic polarization which takes place 
during the process equalizes the various 
potentials and passivates the surface of 
the metal, thereby further increasing its 
resistance to corrosion, it is stated. 

Surface finishes ranging from a satin 
luster to a full bright polish can be pro- 
duced by the Chem-Electro Electropolish- 
ing Method. The governing factors are 
the duration of the electrolytic action, 
the type of steel, the design of the work 
holding fixtures, and the condition of the 
surface. While the method is not design- 
ed to remove surface imperfections, 
scratches, orange peel, and so on, it is 
claimed to provide for the removal or 
greatly reduced production of burrs and 
sharp edges, since the action starts at the 
high points and the surface of the grains 
is leveled and made lustrous without dis- 
tortion and internal stress. 





Titeflex Inconel Flexible Tubing 


Titeflex, Inc., 422 Frelinghuysen Ave., 
Newark, N. J., announces a flexible tub- 
ing made with Inconel innercore and 
braid and which may be supplied for tem- 
peratures up to 1,700 deg. The innercore 
of the tubing is available in wall thick- 
nesses of from 0.005 to 0.015 inch. The 
thicker wall tubing 
is recommended 
where high pres- 
sureis encountered, 
and the thin wall 
tubing where the 
pressure is not over 
a few hundred 
pounds per square 
inch and the 
weight is critical. 

According to the 
manufacturer, the 
construction of the 
Titeflex Inconel 
Flexible Tubing is 
such as to resist (uu: 
failure caused by 
excessive vibration. 
The hose may be 
supplied w ith 
flat ribbon on 
round wire braid. The flat braid is recom- 
mended for high pressures and resistance 
to fatigue, especially to sizes of 1 inch or 
more. Applications for the tubing include 
chemical equipment where the corrosion- 
resisting properties of Inconel are a 
prime requisite. 





Titeflex Inconel 
Flexible Tubing 
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Use it to 
SPR EAL 
the national debt! 


WITH MANAGEMENT BACKING, 


PAYROLL SAVINGS PLAN CAN HELP BUSINESS AND NATION 


In 19,000 companies, ‘‘Payroll Savings” 
has made employees more contented in 
their jobs—has cut absenteeism—even 
reduced accidents! It builds financial 


security for each participant. (U. S. 
Savings Bonds pay $4 at maturity for 
every $3 invested.) And it helps busi- 
ness generally: 


SPREADING THE NATIONAL DEBT HELPS SECURE YOUR FUTURE 


Your business is closely dependent upon 
the national economy, which will be 
strengthened by distribution of the 


EXECUTIVE BACKING IS VITAL 


Despite the many benefits of “Payroll 
Savings,” its success in your company 
is liable to dwindle unless a responsible 
executive keeps it advertised. Make sure 
the Plan is vigorously maintained! 
Your U. S. Treasury’s State Director, 
Savings Bonds Division will gladly help. 


public debt as widely as possible. How 
that works is clearly, briefly described 
in the free brochure shown below. 


Free brochure 
expresses views of 
two business leaders. 
Be sure to get your 
copy from the State 
Director... today! 








The Treasury Department acknowledges with appreciation the publication of this message by 
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‘This is an official U. S. Treasury advertisement prepared under the auspices of the 
Treasury Department and the Advertising Council 
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Bart-Messing ‘‘Sel-Rex’”’ Model 


2509 Selenium Rectifier 


The Bart-Messing Corp., 45 Morgan Ave., 
Brooklyn 6, N. Y., announces the addition 
to its line of ‘‘Sel-Rex’’ selenium rectifiers 
of a rectifier, designated as the Model 
2509, which is designed to utilize 9 volts 
and deliver 2,500 amperes. According to 
the manufacturer, the rectifier features 





Bart-Messing ‘‘Sel-Rex'’ Model 2509 Selenium 
Rectifier 


positive overload protection and includes 
stacks that are conservatively rated and 
triple coated for long trouble-free life. 
The Sel-Rex Model 2509 Rectifier is de- 
signed for easy installation, all installa- 
tion connections being externally made. 
Construction features of the unit include 
primary transformer taps to compensate 
for abnormal line voltages; quiet-opera- 
ting fan; magnetic contactor; specially 
engineered heat-proof transformer; con- 
servatively rated and designed to with- 
stand high temperatures and corrosive 
atmospheres; life-time pilot light; large 
Weston meters (4% inches square); Ty- 
gon-coated interior for protection against 
corrosion; positive protection against 
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ventilation restriction; push-button con- 
trol; continuous plating control which 
permits changing tap switch positions 
without plating interruption; and 60 po- 
sitions of adjustment (coarse switch, ] 
volt per step and fine switch, % volt per 
step). 

The design of the Sel-Rex Model 2509 
Selenium Rectifier permits ready access 
for cleaning the unit and oiling the fan. 
The rectifier measures 72 inches high x 
36 inches wide x 24 inches deep and is 
supplied complete ready for use on 220 to 
480 volts, 3-phase 60-cycle current. 





Klem No. 74 Stripper 


Designated as the No. 74, a chemical 
stripper that is said to efficiently remove 
gilsonite, rubber base, and metacrylate 
finishes is now being offered by Klem 
Chemicals, Inc., 14401 Lanson Ave., Dear- 
born, Michigan. ' 

According to the manufacturer, the 
stripper is designed to remove stubborn 
paints and enamels in sheets; the paint 
film is not disintegrated and no residue 
is left on the surface. Hand scrubbing is 
said to be eliminated and the surface left 
clean for the next operation, thus making 
the stripper unusually effective and eco- 
nomical to use. 


H-VM-W Improved Wrap-Rax 
Tape 

An improved Wrap-Rax masking and 
stop-off tape which is said to provide 
greater thermal and chemical resistance 
than heretofore is announced by the Han- 
son-Van Winkle-Munning Co., Matawan, 
N. J. Characterized by increased ease of 
handling, the tape may be readily applied, 
after which it is heated to a temperature 
of 300-325 deg. F. to ensure adhesion at 
each lap of the winding. 

The tape may also be used without flux- 
ing in cases where service conditions are 
not severe, such as when using plated 
racks in room temperature baths. When 
the tape is used in this connection, the 
laps should be wider than usual, the 
wrapping tighter, and the final lap, in 
addition to being cemented, should be tied 
down to ensure retention of tension. 

Using either of the above methods of 
application, the H-VW-M Wrap-Rax Tape 
is claimed to provide complete protection 
for severe and mild service conditions, re- 
spectively, in all kinds of electroplating 
and anodizing solutions. 
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Cellolyn 95 Resin 


A resin designed specifically for use in 
pale-colored cellulosic lacquers is now 
being offered under the trade name of 
Celloyn 95 by the Hercules Powder Co., 
949 Market St., Wilmington 99, Del. Ac- 
cording to the manufacturer, the resin 
has been carefully designed to have ex- 
cellent compatibility with both RS-type 
nitrocellulose and N-type ethyl] cellulose. 

Outstanding features claimed for Cello- 
lyn 95 Resin include its extra pale initial 
color and excellent color retention. Espe- 
cially suited for the production of white 
pigmented metal lacquers, the resin is 
claimed to have unusual alcohol resist- 
ance and to be self-plasticizing, thus per- 
mitting formulation with nitrocellulose 
lacquers in the absence of chemical plas- 
ticizers. The resin is said to be suitable 
for use with ordinary lacquer solvent and 
diluent combinations. 





**Anonizing” Process 


A simple immersion method of protcct- 
ing aluminum surfaces without changing 
the natural aluminum color, to be known 
as the ‘‘Anonizing’’ Process, is announc- 
ed by the Technical Processes Division, 
Colonial Alloys Co., Ridge Ave. & Craw- 
ford St., Philadelphia 29, Pa. Aluminum 
which has been etched or mechanicwlly, 
electrolytically, or chemically polished, as 
well as aluminum as furnished by the 
mill, can be treated by the process with- 
out noticeably changing the appearance, 
it is claimed. 

The coating produced by the Anonizing 
Process resembles a clear glaze although 
it is not brittle. On some alloys, sich as 
those containing substantial amounts of 
silicon, the surface of the metal darkens 
slightly, but after being coated has a 
glazed-china effect. Anonized coatings 
are claimed to provide good abrasion re- 
sistance, as well as resistance to smudg- 
ing, oxidizing, fingermarks, ordinary han- 
dling, and high temperatures. The coat- 
ings are produced by simply immersing 
the cleaned aluminum into the hot Ano- 
nizing solution for a few seconds to a 
few minutes and then rinsing. The equip- 
ment employed can be of ordinary steel, 
and many items can be handled in batch, 
such as baskets. 

The transparent protective coating pro- 
duced by the process is also claimed to 
provide an excellent base for paints and 
lacquers. The Anonizing solution is said 
to have a long life and to require but 
little control. 
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“Cutter”? Dermesthetic Ointment 


Industrial rashes and other pruritic 
conditions are said to be afforded relief 
with ‘‘Cutter’’ Dermesthetic Ointment, 
product of Cutter Laboratories, F'ourth 
and Parker Sts., Berkeley 1, Calif. The 
ointment combines benzyl] alcohol, phenol, 
and benzocaine to obtain triple-action 
anesthetic control of itching. The benzyl 
alcohol acts immediately, but is short- 
lived. Phenol sets to work with moderate 
speed to provide intermediate, continuing 
relief, while slow-acting benzocaine brings 
up the rear to provide lasting comfort, 
it is claimed. 

Cutter combines the three ingredients 
in a greaseless medium to provide grease- 
less Dermesthetic Ointment, which is said 
to be particularly useful in retarding the 
spread of grease-soluble irritants, such 
as rhus toxins and certain oil-soluble in- 
dustrial materials which, in dissolving, 
tend to spread and increase the area of 
the rash. Being greaseless, the ointment 
can also be removed easily and will not 
stain the skin or clothes, it is stated. 

In addition to its anesthetic effect, Cut- 
ter Dermesthetic Ointment is bacterio- 
static, thus reducing the danger of se- 
condary infection, the manufacturer 
claims. 


YOU 
CAN'T BEAT 


TUFLEX 


FOR 
BULL-DOG 
ADHESION ON 
ANY METAL 


Write for samples and 
full information todav. 


COATING MATERIALS LABORATORIES 
INCORPORATED 
69! Main Street, Belleville, N. J. 





118 PRODUCTS FINISHING 


Belke Combination Sawdust 


Barrel and Sawdust Separator 


Fast and efficient drying of small parts 
before and after electroplating is said to 


aa 7. — tie, 
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Belke Combination Sawdust Barrel and Saw- 
dust Separator 


be afforded by a combination steam-heat- 
ed sawdust barrel and sawdust separator 
developed by the Belke Manufacturing 
Co., 947 N. Cicero Ave., Chicago 51, IIl. 
The steam-heated barrel is designed to 
dry the work in such a manner as to 
leave it bright, clean, and free from 
water spots. Steel ribs welded to the 
sides and bottom of the barrel are said 
to assure a positive tumbling action, 
thereby allowing the sawdust to dry the 
work with a polishing action. 

Tilting of the barrel provides for 
emptying of the work into the hopper of 
the separator which, upon being operated, 
sifts the sawdust into a convenient draw- 
er below, leaving the clean work in the 
hopper. By tilting the hopper, the work is 
slid through the chute into a container. 





Chelsea Type AA Utility Fan 


Designated as the Type AA, a utility 
fan of unusually sturdy construction for 
equalizing temperature and humidity, as 
well as for drying and cooling, is an- 
nounced by the Chelsea Fan & Blower 
Co., Inc., 1206 Grove St., Irvington 11, N. 
J. The totally-enclosed motor of the fan 
is equipped with ball bearings. 

The Chelsea Type AA Utility Fan can 
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be floor mounted without any additional 
support or can be suspended at any loca- 
tion and at any angle in order to direct 
the air flow in any desired direction. The 
fan includes all-steel die-stamped and die- 
formed blades, and is equipped with 





Chelsea Type AA Utility Fan 


safety guards, front and back, and an 
extension cord and plug. The fan is avail- 
able in two sizes; namely, the AA 20-inch 
model which fs designed to deliver 3,000 
cubic feet of air per minute, and the AA 
24-inch model which is designed to deliver 
4,800 cubic feet of air per minute. 





Hot Dip Galvanizing Film © 


A 16 mm. motion picture sound film de- 
picting zinc coating operations as per- 
formed by the hot dip galvanizing proc- 
ess industry is announced by the Amer- 
ican Hot Dip Galvanizers’ Association, 
Inc. Entitled ‘‘Must It Rust?’’, the film, 
which has a running timé of 25 minutes, 
shows the art of the hot dip galvanizing 
process in complete operation. It depicts 
steel base metal actually rusting as view- 
ed through a microscope; the ‘‘cleaning”’ 
of the base metal by the pickling process 
is shown and explained as is the ‘‘gal- 
vanizing’’ of various products. Also in- 
cluded are metallurgical photographs of 
the construction of a zine coating by hot 
dip galvanizing and an explanation of its 
formation. 

The film illustrates the use of galvan- 
izing as a form of rust-proofing in the 
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manufacture of electric power transmis- 
sion equipment, railroad signal equip- 
ment, highway structural steel and asso- 
ciated products, fencing, playground 
equipment, observation and lookout tow- 
ers, steel shipping containers, plumbing 
and heating piping, and other products. 
Primarily educational with an entertain- 
ing theme which makes it ideal for all 
types of audiences, the film is available 
for showing by writing to Mr. Stuart J. 
Swenson, secretary, Secretary and Treas- 
urer, American Hop Dip Galvanizers’ As- 
sociation, Inc., 1611 First National Bank 
Bldg., Pittsburgh 22, Pennyslvania. 


Hercules Hydroabietyl Alcohol 


Production of an economical resin al- 
cohol made from rosin which is said to 
have potential application in a wide range 
of industries, including adhesive, deter- 
gent, paint, varnish, and lacauer indus- 
tries, is announced by the Hercules 
Powder Co., Inc., Wilmington, Del. Des- 
ignated as Hercules Hydroabietyl Al- 
cohol, the liquid is viscous at room tem- 
perature and is colorless, tacky, and non- 
miscible with water. It is claimed to be 
unusually resistant to discoloration and 
degradation by light or air. 


NO PEELING 
NO FLAKING 
NO CHIPPING! 


TUFLEX 


HAS 


SUPER-ADHESION 
ON ANY METAL 


Write for samples and 


full information today. 


COATING MATERIALS LABORATORIES 
INCORPORATED 
691 Main Street, Belleville, N. J. 
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Rush FybRglass Acid Brush 


At the request of industrial users of 
acids for cleaning operations, The Eraser 
Co., Inc.; 104 ‘S. 
State St., Syracuse 
2, N. Y., has devel- 
oped the Rush Fyb- 
Rglass Acid Brush 
shown in the ac- 
companying _illus- 
tration. The brush 
is made with a soft 
tuft of FybRglass 
solidly imbedded in 
a wood handle of 
conventional] shape. 
When wet, the Fyb- 
Rglass is said to 
become soft and pli- 
able much the same 
as many ordinary 
brushes of compar- 
able size. 





Rush FybRglass Acid 
Brush According to the 
manufacturer, the 

Rush FybRglass Acid Brush may be used 
in any acid which does not affect glass. 





Metal-Clean Cleaning Solvent 


The Metal-Clean Solvent Corp., 1935 N. 
Paulina St., Chicago, Ill., announces the 
development of a cleaning solvent for re- 
moving buffing compounds from metal. 
Unusually fast cleaning action and econ- 
omy of use are advantages claimed for 
the product, which is a combination of 
synthetic and organic solvents, neutral 
in character and non-toxic. 

To use, one part of the solvent is in- 
troduced into 10 to 15 parts of water and 
the solution is heated to a temperature 
of 190 deg. F. The parts to be cleaned, 
racked or in baskets, are then dipped into 
the solution for a period of from 1 to 4 
minutes, with the result that the stear- 
ates of the buffing compounds are soften- 
ed and removed from the crevices and 
orifices. This dip operation is followed by 
one or two hot, clean water spray rinses 
to remove the loosened buffing compounds 
from the parts. 





**Acraclad”’ Metal Finish 


Designated as ‘‘Acraclad,’’ a finish for 
ferrous and non-ferrous metals has been 
developed by the Acryvin Corporation of 
America, Astoria, Long Island, N. Y. Ac- 
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cording to the manufacturer, the materia) 
is a one-step finish eliminating chemica) 
and mechanical surface pretreatments on 
all metals. The only step that is said to 
be required before applying the finish is 
the usual precleaning or degreasing of 
the metal surface. 

In addition, Acraclad Metal Finish js 
claimed to require a minimum of baking, 
a baking cycle of 10 to 20 minutes at 
temperatures ranging from 250 to 350 deg. 
F.. being sufficient. The finish is described 
as non-toxic with extremely high corro- 
sion resistance to acids, oils, alkalis, and 
salt spray. It can be applied by the spray, 
brush, dip, or roller coat method. 





Divco Lead Anode with 
Cast Copper Hook 


The development 
of a cast copper 
anode hook of spe- 
cial shape, which is 
said to facilitate 
anode handling, as 
well as assure effi- 
cient conductance 
and firm bonding to 
the anode body, is 
announced by the 
Division Lead Co., 
836 W. Kinzie St., 
Chicago 22, Ill. Us- 
ed on a Divco 71- 
point lead anode, 
the cast copper 
hook is claimed to 
double the current 
carrying capacity 
and further in- 
crease the overall 
efficiency made : 
possible by the 71 ~— —_ gaa 
throwing edges. Hook 








Fire Fighting Film 

A technicolor motion picture entitled 
“Fire and How to Fight It’’ has been pro- 
duced by Walter Kidde & Co., Inc., Belle- 
ville, N. J. The picture, which shows how 
various types of portable extinguishers 
can be used effectively against incipient 
fires, is especially recommended for any 
industrial concern which is planning a 
fire brigade training program. 

The film is 16 mm. with sound track, 
has a running time of 23 minutes, and 
can be obtained free upon request to the 
Kidde Compar y. 
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New Literature 


Chemical and Technical Stenography. 
Written and published by James Kane- 
gis, P .O. Box 1121, Washington 13, D. 
C. 388 pages, 5% x 8% inches. Cloth 
binding, board covers. Price, $5.00. 

A thoroughly comprehensive and practi- 
cal text of 435 clearly and concisely ar- 
ranged units prepared for easy reference, 
self-study, or teaching assignments, this 
book is based upon the author’s knowl- 
edge of shorthand, his training and ex- 
perience in chemistry and metallurgy, 
and his broad professional contacts in sci- 
entific and technologic fields, yet its study 
necessitates only a basic understanding 
of Gregg shorthand. Introductory matter, 
as well as interesting and unusual exer- 
cises embodying some of the latest devel- 
opments in science and technology, are in- 
cluded. These exercises not only provide 
interesting classified dictation material 
but also serve to acquaint the reader with 
the necessary background information in 
science and a proper ‘‘feel’’ of its lan- 
guage and idiom. 

The book presents a numeral shorthand 
for optional use, a set of abbreviating 
symbols new to shorthand and of univer- 
sal applicability to all Gregg writers, and 
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an extensive cross-referenced vocabulary 
of words, phrases, and abbreviations. The 
subjects covered include chemistry, met- 
allurgy, mathematics, physics, electricity, 
general science, and certain phases of en- 
gineering and industry, with specific em- 
phasis on the first two. 

The book should prove valuable not 
only to reporters and other accomplished 
Gregg writers who wish to become adept 
at technical stenography but also to those 
who contemplate taking occasional tech- 
nical matter or who are interested in the 
practical application of new shorthand 
principles to their daily assignments. 





Onyx Technical Data Sheets. The Oynx 
Oil & Chemical Co., Jersey City 2, N. J., 
is now issuing two technical data sheets, 


. one of which deals with Maprofix NEU 


Powder, an anionic surface-active mate- 
rial with unusual foaming properties, as 
well as excellent wetting, penetrating, 
and dispersing action. The other data 
sheet covers NSAE Powder, an anionic 
wetting agent with a wide field of use- 
fulness as an assistant in detergent and 
dispersing operations, particularly in acid 
solutions. Copy of either or both sheets 
free upon request. 


There’s a Columbia M-G Set 
available for your needs, 
whether you have a small plat- 
ing bath or a large continuous 4 
strip plating line. Capacities up | 
to 20,000 Amperes; 6 Volts and 
up. Dependable, performance 
proved, for many years. Your | 
inquiries solicited. 
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Scroll-Aire Gas Fired Oven Heater for 
use on new or old paint drying ovens, 
core and mold ovens, moisture drying 
ovens, and industrial processing ovens 
is covered as to details of construction 
and operation in a four-page bulletin is- 
sued by the Newcomb-Detroit Co., 5741 
Russell St., Detroit 11, Mich. Concise de- 
scriptions, photographs, and a cutaway 
view of the unit completely explain and 
illustrate the working principle of the 
heater that is available in four models, 
capacities and dimensions of which are 
included in the bulletin. Copy free upon 
request. 





Interchemical Direct Reading Wet Film 
Thickness Gage, an instrument for mea- 
suring the wet film thickness of paint, 
varnish, lacquer, and related products, is 
illustrated and described in a six-page 
leaflet issued by the Henry A. Gardner 
Laboratory, Inc., Apparatus Division, 
4723 Elm St., Bethesda, Md. Illustrations 
show the instrument being used to mea- 
sure the thickness of railroad finishes, 
refrigerator enamels, steel bridge paints, 
battleship colors, automotive coatings, 
and so on. Copy free upon request. 





Durco Corrosion-Resisting Y and Angle 
Valves. A four-page bulletin released by 
The Duriron Co., Inc., Dayton 1, Ohio, 
describes Durco Corrosion-Resisting Ser- 
ies 35 Y Valves and Series 36 Angle 
Valves and shows their internal construc- 
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tion by means of cutaway views. These 
illustrations bring out every construction 
detail of the valves and show in color 
which parts of the valves are made of a 


special corrosion-defeating Durco alloy, : 


Features are listed and a brief explana- 
tion of the type of service for which the 
valves are best suited is provided. The 
bulletin also provides complete dimen- 
sional data on the various sizes and in- 
cludes an illustrated parts list. In addi- 
tion, the bulletin explains how the valves 
can be equipped with air-operated dia- 
phragm motors for the automatic regula- 
tion of the flow of corrosive solutions. 
Copy of Bulletin 615 free upon request. 





‘‘Sel-Rex’”’ Style 1509C Selenium Recti- 
fier, a rectifying unit which is designed 
to utilize 9 volts and deliver 1,500 amperes 
for use in chrome and barrel plating, as 
well as electrocleaning, is illustrated and 
described in a bulletin now available free 
from the Bart-Messing Corp., 45 Morgan 
Ave., Brooklyn 6, New York. 





LaMotte Service Bulletin. A four-page 
bulletin published by the LaMotte Chemi- 
cal Products Co., Towson 4, Md., illus- 
trates, describes, and presents price infor- 
mation on several control units available 
for immediate application, including pH 
control equipment, electroplating-corro- 
sion control units, laboratory aids, and 
so on. Copy free upon request. 





Porter-Cable C-6 Belt Grinder-Polisher 
is the subject of an eight-page two-color 
bulletin announced by the Porter-Cable 
Machine Co., 302-10 Wolf St., Syracuse 8, 
N. Y. The bulletin explains the principles 
of contour grinding and lists the benefits 
to be derived from this method of polish- 
ing contoured pieces of work on an es- 
pecially shaped wheel. Various models of 
the C-6 grinder-polisher are shown, with 
complete specifications presented for each 
model. The bulletin is also illustrated 
with in-action photographs of the ma- 
chine performing a variety of jobs. Copy 
of Bulletin No. 660 free upon request. 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 
FRESH SUPPLY AVAILABLE 


4316 Paul St., Phila., Pa. 
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“Shot Peening,’’ 3rd Edition. An- 
nouncement has been made by the Amer- 
jan Wheelabrator & Equipment Corp., 
Mishawaka, Ind., of the release of a new 
edition of its book, ‘‘Shot Peening.’’ This 
edition, the third since the book was orig- 
inally published in 1944, contains all of 
the information included in the earlier 
editions plus the addition of comprehen- 
sive papers on the subject by J. O. Almen 
of General Motors Research Laboratories 
and O. J. Horger of Timken Roller. Bear- 
ing Company. 

Mr. Horger’s article presents a com- 
plete review of the history of shot peen- 
ing and includes a thorough study of all 
literature on the subject as well as much 
original work by the author. Mr. Almen’s 
paper discusses the use of shot peening 
for improving the fatigue strength of ma- 
chine parts and devotes considerable 
space to a study of the theory of fatigue 
failures. 

The first portion of the book remains 
essentially the same as the second edition 
and is devoted to a study of the practical 
application of shot peening, with particu- 
lar emphasis given to the methods of han- 
ding the work and controlling the qual- 
ity of the operation. The second part of 
the book, written by Professor H. F. 
Moore of the University of Illinois, dis- 
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HARDCOTE 


One Hour Ory 


e One coat covers to give your 
products a beautiful, full gloss finish 


that can really take it. Hardcote 
resists acids, alkalis, and weather. 
Easy to apply by brush, spray or dip- 
ping. Tack dries in 15 minutes, dries 
hard in one hour. Write for color 
card and information. Made only by 
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cusses in considerable detail the theory 
of fatigue and how it is affected by shot 
peening. 

This attractive 181-page book is nom- 
inally priced at $1.50 but will be sent 
without charge to interested mechanical 
executives addressing requests on their 
company letterheads. 





Osborn Brushes. A three-color 76-page 
8% x 11-inch catalog presenting numerous 
illustrations of industrial brushing opera- 
tions in addition to photographs and de- 
scriptions of a complete line of power, 
paint, varnish, and maintenance brushes 
has been issued by The Osborn Manufac- 
turing Co., 5401 Hamilton Ave., Cleveland 
14, Ohio. Included in the catalog are a 
three-page digest of the origin of Osborn 
brush materials from many parts of the 
world, a three-page section devoted to 
factors involved in selecting the proper 
brush for specific jobs, and data on opera- 
ting equipment requirements, brush char- 
acteristics, operating conditions, surface 
speeds, and so on. 

In addition to a quick reference index 
on the cover page, the catalog contains 
a numerical index by brush numbers, as 
well as the conventional alphabetical in- 
dex. Copy of Catalog No. 200 free. 





EXHAUST UNITS 
for Spray Booths 

and Hazardous 
Locations 






Fan Sizes 
12” to 42” 


Free 
Delivery 
C. F. M. 

900 to 29200 


Immediate Deliveries from Stock. 
Also Manufacturers of a complete line of 


waterwash and dry type paint spray booths 
with accessories. Send for details. 


M. & E. Manufacturing Co. 


2571 Winthrop Ave. 


indianapolis e Indiana 
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The Fintshing Touch By J. A. Patterson 





























‘——and next Gus, show this new girl th’ cleaning tubs— 
where we wash them!" 
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